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Due to their high specific strength (strength/density) and specific stiffness (elastic 
modulus/density), Al-Li alloys are attractive alloys for structural aircraft applications. To produce 
contoured aircraft components from Al-Li wrought products, stretch forming prior to aging is a common 
manufacturing technique. The effects of different amounts of tensile straining (0-9%) on the mechanical, 
microstructural, and corrosion properties of two third generation Al-Li alloys (2099 and 2196) were 
investigated. In addition to typical characterization techniques, electron backscatter diffraction (EBSD), 
2D micro-digital image correlation (DIC), and scanning Kelvin probe force microscopy (SKPFM) were 
used to examine site-specific effects of orientation, micro-strain evolution during straining, and surface 
potential on corrosion, respectively. Tapping mode atomic force microscopy (AFM) was also performed 
to study galvanic corrosion in artificial seawater (3.5% NaCl) as it occurred in-situ. 
There was evidence of intergranular corrosion for 0% strain conditions, but the dominant form of
corrosion was localized pitting for all specimens except Alloy 2196 strained 0%. Pitting initated at grain 
boundaries and triple points. In many cases, pitting extended into particular grains and was elongated in 
the extrusion direction. Regions of high micro-strain preferentially corroded, and large, recrystallized 
grains in mostly unrecrystallized microstructures were detrimental to corrosion properties. 
Recommendations for improved thermomechanical processing and/or alloying to promote corrosion 
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CHAPTER 1: INTRODUCTION 
Since the 1920s, Al-Li alloys have been studied extensively for structural aircraft applications. 
Aircraft designers are interested in Al-Li alloys due to the need for more fuel-f icient and high-
performance engines and structures. A 1 wt% addition of Li to Al decreases density by approximately 
3%, due to the low density of Li (0.53 g/cc), and increases the elastic modulus by approximately 6%. 
Extruded Al-Li alloys have been adapted for various applications in the fuselage such as crossbeams, 
wing stringers, and fuselage frames. Al-Li plate alloys have also been developed for structures such as 
wing panels [1]. 
While carbon fiber, boron fiber and non-metallic composites may offer an even greater reduction 
in density, the following makes Al alloys attractive: low acquisition costs, manufacturing experience, and 
utilization of existing manufacturing routes [2]. Li additions also lead to the formation of hardening 
precipitates, such as δ’(Al3Li) and T1 (Al2CuLi), which provide high strength and can promote fatigue 
crack growth resistance [3]. 
Al -Li alloys used in industry are manufactured with a minimum of 2.5% nominal strain to 
improve strength by providing dislocations as sites for precipitates to nucleate. To produce contoured 
aviation sections, up to 7% extra strain may be introduced into the alloys through stretch forming. The 
formation and distribution of precipitate phases in Al-Li alloys in grains and along grain boundaries are 
sensitive to the degree of strain imparted and it is known that second phase particles present in Al-Li 
alloys may contribute to general and localized corrosion [4]. 
The focus of this project is to identify the effects of different amounts of tensile straining (0-9%) 
and aging treatments on the mechanical, microstructural, and corrosion properties of two third-generation 
Al -Li alloys, namely 2099 (Alcoa 2003) and 2196 (LM/Reynolds/McCook Metals 2000). Table 1.1 
provides compositions of these two alloys. In particular, it is of interest to identify microscale corrosion 
phenomena to elucidate corrosion mechanisms, pinpoint where corrosion initiates, and understand how 
corrosion proceeds. 
 
Table 1.1 - Target compositions of Al-Cu-Li alloys 2099 and 2196 [5] 
Avg 
wt% 




2099 0.05 0.07 2.7 0.30 0.30 0.70 0.10 -- 1.8 0.085 0.15 Rem. 
2196 0.12 0.15 2.9 0.35 0.525 0.35 0.10 0.425 1.7 0.11 0.15 Rem. 
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The four pillars of materials science and engineering are processing, structure, properties and 
performance [6]. Figure 1.1 demonstrates the interrelationship between thes  four pillars and the project 
objectives and outlines the characterization techniques that are being utilized. In addition to typical 
characterization techniques (e.g. SEM, TEM, etc.), electron backscatter diffraction (EBSD), 2D micro-
digital image correlation (DIC), and scanning Kelvin probe force microscopy (SKPFM) are being used to
examine the effects of orientation, micro-strain evolution during straining, and surface potential n 
corrosion, respectively. 
 
Figure 1.1 Diagram that summarizes the different considerations for this study, how they relate to 
the materials science tetrahedron and the characterization techniques being utilized. 
 
Furthermore, this research aims to answer three engineering questions. The first question is as 
follows: where does corrosion initiate and how does corrosion proceed in alloys 2099 and 2196? To 
address this question, samples of both alloys with various amounts of strain (0-9%) were thoroughly 
characterized in single, specific regions. For instance, micro-strain during tensile deformation was tracked 
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using 2D micro-digital image correlation (DIC). The orientations of grains were studied by electron 
backscatter diffraction (EBSD), and the impurity phases present were examined by backscattered imaging 
in a scanning electron microscope (SEM). Following DIC, EBSD and SEM, tapping mode atomic force 
microscopy (AFM) measurements were performed in solution to topographically monitor galvanic 
corrosion as it occurred in-situ. Ultimately, the goal was to relate corrosion initiation and the corrosion 
pathway to known attributes of the sample region, such as amount of strain, orientation of grains, and 
identity and location of impurity phases. 
The second question is as follows: can corrosion be predicted? In addition to the previously-
mentioned characterization techniques being utilized, scanning Kelvin probe force microscopy (SKPFM), 
which measures surface potential differences using an AFM, was performed prior to corrosion. 
Differences in surface potential due to second phase particles may lead to a reduction in resistance to 
localized corrosion (i.e. pitting and exfoliation corrosion). Surface potential values may aid in developing 
a pseudo-galvanic series and be used to predict corrosion resistance. 
The last question the research aims to answer is: how can corrosion be prevented? This is the 
most difficult, and perhaps most important, question to tackle. Even though the project considerations can 
be simplistically summarized by Figure 1.1, it is important to recognize the complexity of the many 
interrelated factors contributing to corrosion. Assuming that galvanic corrosion of precipitat s is the 
driving force for corrosion, the diagram in Figure 1.2 demonstrates that, even with this assumption, 
pinpointing a solution may not be straightforward. It should be pointed out that Figure 1.2 is still, mo t 
likely, an oversimplification.  
The characterization involved in this research will aid in targeting key contributors of corrosion. 
It is the goal to back out realistic methods for mitigating corrosion, which may include the following: 
monitoring strain, processing to avoid or promote certain grain orientations, strategic alloying, or 

















Figure 1.2 Causal diagram demonstrating the effects of many interrelated components on corrosion 




CHAPTER 2: BACKGROUND 
This chapter outlines the technical background for the current project. The first section provdes a 
historical overview of the development and advances in Al-Li alloys. The following section describes 
relevant microstructural constituents which may form in third generation Al-Li alloys. Next, stretch 
forming and the effects of cold work prior to artificial aging are detailed, and two forms of corr sion 
(pitting and exfoliation) are described. Lastly, background is provided for relevant characterization 
techniques utilized as part of this research. 
2.1 Historical Overview  
 
The first additions of Li to Al were made by the Germans in the 1920s. The first commercial 
alloy, “Scleron”, had a nominal composition of Al-12Zn-3Cu-0.6Mn-0.1Li and claimed to have excellent 
wear, corrosion, and oxidation resistance with high tensile strength [7]. Shortly after the beginning of its 
production, Scleron was discontinued because the effects of Li additions to Al were not well understood, 
and alloys without Li seemed to have better properties. In 1945, Le Baron of Alcoa discovered Li could 
be added to Al-Cu alloys for strength, and Le Baron patented the first Al-Cu-Li alloys [8]. From 1955 
until 1956, Hardy and Silcock identified the major Li-containing strengthening phases in Al-Cu-Li alloys, 
and the findings of Hardy and Silcock led to increased understanding and interest i  Al -Cu-Li alloys [9].  
In the 1950s, Alcoa realized that Li additions increased elastic modulus of Al alloys. Following 
this discovery, in 1958, Alcoa developed 2020 (Al-Cu-Li -Cd) which was used in the wings and horizontal 
stabilizers of the RA-5C Vigilante aircraft [10]. Even though 2020 had no failures in service, this alloy 
exhibited low ductility due to the following: planar slip, stress concentrations at high angle grain 
boundaries, nucleation of cracks at coarse Fe and Si-containing impurity constituents, and soft precipitate 
free zones [11]. To improve ductility, it was recommended that Fe and Si levels be lowered to reduce 
impurity constituents and Zr be added to maintain an unrecrystallized structure [11]. Following the 
development of 2020, the Soviet Union led the development of other first generation Al-Li alloys in the 
1960s. Fridlyander et al. studied the Russian alloy VAD23, an alloy with a similar composition to 2020 
and, in 1965, developed Al-Li -Mg alloys such as 1420 and 1421 [12]. These alloys were much less dense 
than conventional Al alloys (10-12% lighter than 2024) but were lower in strength [9]. 
Second generation Al-Li alloys were developed in the 1970s with a focus on reducing aircraft 
weight. To accomplish this goal, the second generation alloys generally contained above 2 wt% Li 
making them 8-10% less dense than conventional Al alloys. Some examples of second generation alloys 
include AA2090, AA2091, and AA8090. However, the second generation of Al-Li alloys was largely 
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unsuccessful due to several problems, namely, low short-transverse fracture toughness, high anisotropy 
due to strong crystallographic texture, low plane stress fracture toughness in sheet, and delami ation 
fracture during manufacturing [3].  
To address the challenges faced with the second generation Al-Li alloys, a third generation of Al-
Li alloys was developed in the late 1980s and early 1990s. The third generation alloys contained a lower 
Li concentration (0.75-1.8 wt% Li) but were still 2-8% less dense than conventional Al alloys. The first 
alloy in this generation was Weldalite 049, with a high Cu/Li ratio and a nominal composition of Al-
6.3Cu-1.3Li-0.4Ag-0.4Mg-0.14Zr [13]. Weldalite incorporated Mg and Ag to promote T1 (Al2CuLi) 
phase formation and Zr to refine the grain structure. As implied by its name, this alloy was designed to be 
weldable and one notable characteristic was that it could reach yield strengths of 700 MPa. Following the 
development of Weldalite, other third-generation alloys were developed, including the alloys of interest to 
this study, 2099 and 2196. 
In some third generation Al-Li alloys, Ag is added for solid-solution and precipitation 
strengthening. In others, Zn is added for solid-solution strengthening and corrosion improvement [3]. In 
part, Al-Li alloys 2099 and 2196 were chosen for this study because 2196 contains less Zn than 2099 and 
2196 has Ag additions, whereas 2099 does not contain Ag. It is of interest to determine the magnitude of 
the effects these alloying additions have on properties, including corrosion resistance. 
2.2 Microstructural Constituents 
 
Understanding the microstructural evolution and precipitation behavior of 2099 and 2196 during 
straining and aging is necessary to develop structure-processing-property relationships. Specifically, 
δ’(Al3Li) and T1 (Al2CuLi) are perhaps the most important phases to consider in alloys 2099 and 2196 
due to their strengthening effects and possible influences on corrosion. Many corrosion mechanisms have 
been proposed in these alloy systems but one of the most common, even among different types of 
corrosion, is anodic dissolution of a second phase. One goal of the research is to evaluate possible phases 
contributing to corrosion and the extent to which each phase contributes. This section provides 
background on the structure and formation of the various phases present in these alloys. 
2.2.1 Dispersoids 
 
’ (Al3Zr) and δ’ (Al3Li) are two phases common in Al-Li alloys. The ’ (Al3Zr) phase forms 
during homogenization as a metastable spherical dispersoid phase and is used to inhibit recrystallization 
in Al alloys during hot working. The ’ phase has the L1β crystal structure with a lattice parameter of 
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0.408 nm with Al in the 3c positions and Zr in the 1a Wyckoff positions [14] and has a cube-cube 
orientation relationship with the Al (fcc) matrix [15].  
The δ’ (Al3Li) phase is also a metastable, spherical dispersoid with the L12 crystal structure, a 
lattice parameter of 0.4010 nm with Al in the 3c positions and Li in the 1a positions [14], and also has the 
cube-cube orientation relationship with the Al (α-fcc) matrix [14], [16]. Due to their similar structures, the 
δ’ dispersoids can grow epitaxially on ’ dispersoids [17]. Often times, these phases are designated as 
having a “donut” appearance due to their core-shell structure. Although δ’ is a major strengthening 
precipitate, it is relatively soft and tends to be sheared by dislocations leading to coarse planar slip, low 
ductility, low fracture toughness, and poor fatigue properties [16]. The JEMS simulated crystal structure 




Figure 2.1 (a) Simulated JEMS unit cell of the δ’ dispersoid and (b) Simulated JEMS diffraction 
pattern of Al+ δ’ along the [100]Al axis. 
 
2.2.2 Precipitates and Intermetallics 
 
According to the literature, the following precipitates may also develop in artifici lly aged Al-Li 
alloys:  (AlZr), δ (AlLi), ϴ’ (Al2Cu), S’ (Al2CuMg), T1 (Al2CuLi), and Ω (Al2AgMg). Some of these 
precipitates form useful barriers to dislocation movement during slip and therefore strengthen Al-Li 
alloys while others do not and are undesirable. Of these, the main strengthening precipitate is T1. 
The  (AlZr) phase is an equilibrium phase that is not commonly observed in Al-Li alloys, but 
may form after extended heat treatments (far past typical heat treatments to peak hardness). The δ (AlLi) 
phase is another equilibrium precipitate that may form in Al-Li alloys aged for extended perio s of time, 
especially in alloys with high Li concentrations. The formation of δ should be avoided because δ provides 
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no increase in strength and tends to precipitate at high energy sites, such as grain boundaries, resulting in 
precipitate free zones (PFZs) and brittle grain boundary fracture [18]. Because of its high Li content, the δ 
phase is also extremely reactive and can lead to localized pitting corrosion. 
A common precipitation-hardening sequence in the Al-Cu alloy system is given by 
  GP zones θ’’ (discs) θ’ (plates) θ (Al2Cu)          [19] 
While θ’’ and θ are not commonly observed in aged commercial Al-Cu-Li alloys, θ’ plates are 
often present. The θ’ phase is tetragonal with lattice parameters of a=0.404 and c=0.580 nm [20]. Ma et 
al. found that the metastable, semicoherent θ’ phase was present in an Al-Cu-Li extrusion [16]. The 
orientation relationship of θ’ with the Al matrix is as follows: {100}θ’//{100} α and <001>θ’//<001>α [17]. 
 The orthorhombic metastable S’ (Al2CuMg) phase is known to form from GPB zones (Cu-Mg co-
clusters) in Al-Cu-Mg alloys [14]. As a point of interest, S’ is most prevalent in high Mg and low Cu 
alloys. In contrast, the alloys of interest to this study are low in Mg and high in Cu. Thus, while S’ may 
form in Al-Cu-Li -Mg with low Mg and high Cu contents, the amount of S’ is expected to be minimal. 
However, S’ was observed in a selected area diffraction pattern (SADP) by Kumar et al. in an Al-Cu-Li -
Ag-Mg-Zr alloy [21]. S’ forms as laths along {210} habit planes and results in 420 streaks in [100]Al and 
[112]Al electron diffraction patterns [21] due to its thin dimensions. 
During artificial aging of Al-Cu-Li alloys, the T1 (Al2CuLi) phase may form. T1 is an important 
phase in third generation Al-Cu-Li alloys such as 2099 and 2196 because it t nds to be the most potent 
strengthening phase [22]. Many authors have reported space group and atom position data for T1. I  is 
commonly accepted that the T1 phase is hexagonal with a P6/mmm space group. However, the atom 
positions reported vary [23]–[25] and are provided in Table 2.1. The most likely positions and 
occupancies were provided by Donnadieu et al. [25]. The orientation relationship of T1 to the Al matrix is 
given by the following: {0001}T1//{111} Al; <1010>T1//<110>Al and the T1 phase is known to form thin 
plates on {111} habit planes in the fcc matrix [17]. 
Additions of Ag to Al-Cu-Mg alloys with high Cu/Mg ratio cause nucleation of the Ω (Al 2AgMg) 
phase. The Ω phase is coherent and forms as uniformly dispersed thin plates on {111}α planes [9]. 
Reporting on the Ω phase has not been consistent; the Ω phase has been described as monoclinic [26], 
hexagonal [3], orthorhombic [27], and tetragonal [28]. The most accepted structure was given by 
Knowles and Stobbs [27], who described Ω as orthorhombic with lattice parameters of a=0.496 nm, 
b=0.859 nm, and c=0.848 nm. The orientation relationship of Ω to the α matrix is given as follows: 
{001} Ω//{111} α; [010]Ω//[101]α; [100]Ω//[1 2 1]α. However, an alternative hexagonal structure has received 
attention in the literature for Al-Cu-Li -Mg-Ag alloys. Rioja et al. [3], describe Ω as isomorphous and 
isostructural with the T1 phase with Ag atoms substituting for Cu and Mg for  Li.  
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The Ω phase is thought to precipitate on Ag-Mg co-clusters in Al-Cu Mg-Ag alloys. Three 
dimensional atom probe (3DAP) studies report that Ag and Mg atoms form co-clusters in as early as 5 
seconds when aging at 180°C [29]. However, in light of Ag-Mg co-clustering acting as a nucleation 
mechanism for Ω, it is not likely that Ω forms at all in Li-containing alloys. 3DAP studies conducted by 
Hono et al. [29] and Honma et al. [30] show no evidence of Ag-Mg co-clusters forming in alloys 
containing Li. Additionally, by comparing high-resolution TEM images of an alloy containing Li (1.25%) 
to an alloy with no Li, Ω was found only in the alloy without Li  [31]. 
 












1a 0 0 0 100% Al 
[23] 
1b 0 0 1/2 100% Li 
2c 1/3 2/3 0 100% Li 
2d 1/3 2/3 1/2 100% Al 
6i 1/2 0 1/4 50% Al/50% Cu 





2c 1/3 2/3 0 100% Al 
[24] 
2d 1/3 2/3 1/2 100% Li 
2e 0 0 0.3569 100% Al 
2e 0 0 0.0519 66.6% Li 
6i 1/2 0 0.2363 44.4% Al 
6i 1/2 0 0.2363 55.6% Cu 




2c 1/3 2/3 0 100% Al 
[25] 
2d 1/3 2/3 1/2 100% Li 
2e 0 0 0.3569 100% Al  
2e 0 0 0.0519 50% Li 
6i 1/2 0 0.2363 44.4% Al 
6i 1/2 0 0.2363 55.6% Cu 
  
 
If Ag-containing Ω does not form in Al-Cu-Li alloys, it is unclear why Ag is added to some third 
generation Al-Li alloys since Ag additions to Al-Li  alloys without Mg do not aid in T1 distribution [32]. 
However, in Al -Li alloys containing Mg, Ag additions are reported to increase the amounts of GP zones 
and T1 [32]. Research by Khan et al. [33] supports the conclusion that Ag aids in T1 formation in Mg-
containing Al -Li  alloys. One possible mechanism for the nucleation of T1 is that Ag and Mg reduce 
stacking fault energy and promote {111}Al  stacking faults on which it is speculated that T1 forms [34]. 
Additionally, 3DAP studies have reported segregation of Ag and Mg atoms at the T1/α-Al interface [29], 
[35], suggesting that Ag plays a role in T1 evolution. In part, alloys 2099 and 2196 were chosen because 
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2196 contains Ag additions whereas 2099 does not; one component of this research was to identify the 
effects of Ag on the properties of these alloys. 
2.2.3 Impurity Constituent Phases 
 
Fe, Si, Na, K, and Ca are common impurity elements in commercial aluminum alloys with Fe and 
Si being the most prevalent. These elements can form coarse impurity phases that develop during 
solidification and are insoluble in Al during solution treatments. Common impurity phases include 
Al 6(Fe,Mn), Al2Fe, Al7FeCu2, and α-Al(Fe,Mn,Si) [19]. These impurity phases tend to be found on grain 
boundaries in wrought alloys and can be detrimental to mechanical properties, fracture toughness, and 
corrosion properties. 
2.3 Stretch Forming and the Effects of Cold Work Prior to Artificially Aging 
 
Stretch forming is a process of forming by the application of primary tensile forces. This 
technique is used extensively in the aircraft industry to produce parts with large radii ofcurvature, such as 
contoured sections of the fuselage frame. A diagram demonstrating the stretch forming process is 
provided in Figure 2.2 [36]. Stretch forming of Al-Li  extrusions and plate product is performed prior to 
artificial aging and can add up to 7% additional deformation. Al -Li alloys 2099 and 2196 are typically 
provided with at least 2.5% nominal strain (T3-type temper); including the strain accumulated during 




Figure 2.2 Representative diagram of the stretch forming process [36]. 
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It is accepted that heterogeneous nucleation of T1 precipitates occurs at dislocations, and in Mg-
containing alloys, on octahedral loops and Mg-enriched {111} GP zones [32]. To enhance T1 
precipitation by introducing dislocations, Al -Li alloys are often cold worked prior to artificial aging [37]. 
Straining prior to aging also promotes a more even distribution of the T1 phase and reduces precipitation 
of T1 at grain boundaries [38]. A study examining the effect of plastic deformation on T1 precipitation 
demonstrates that deformation prior to aging speeds up T1 aging kinetics, improves yield strength, and 
increases the total volume fraction of T1 (Figure 2.3) [39]. 
 
(a) (b) 
Figure 2.3 Effect of pre-deformation and aging at 190°C on (a) yield stress and (b) T1 number 
density of an Al-2.45Li-2.45Cu-0.18Zr alloy [39]. 
 
Ringer et al. [37] suggested that deformation prior to artificial aging promotes T1 formation at the 
expense of the δ’ phase in Al-Cu-Li alloys and at the expense of δ, ϴ’, and S’ in Al-Cu-Li -Mg-Ag alloys. 
The volume fraction of Ω in an Al-Cu-Mg-Ag was found to decrease with cold work prior to artificial 
aging, which suggests that the nucleation mechanism for Ω is different from that of T1. A potential 
explanation for the decrease in Ω is that dislocation movement disrupts the Ag-Mg clustering necessary 
for Ω formation [37]; it is speculated from 3D Atom Probe (3DAP) studies that Ag-Mg clusters act as 
nucleation sites for Ω precipitates [30]. However, in accordance with the previous discussion, Ω most 
likely does not form in alloys containing Li. 
While cold working prior to aging does improve the strength of Al-Li alloys, too much cold work 
may be detrimental to mechanical properties. It is accepted that the effect of strain on agig response 
diminishes as the amount of cold work exceeds 4% [40]. Liang et al. discovered that increasing pre-
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deformation beyond 5% in an Al-Cu-Li -Zr alloy containing Sc causes the T1 phase to coarsen, does not 
continue to increase strength, and decreases ductility [41]. It is also worth mentioning that, because strain 
can have a pronounced effect on the aging response of Al-Li alloys, inhomogeneous distributions of strain 
can cause local differences in strength [40] and potentially other properties, such as corrosion resistance. 
One goal of this study is to examine the effects of strain on the mechanical and corrosion 
properties of 2099 and 2196 to evaluate improvement and degradation of properties based on the amount 
of strain received. In addition to measuring bulk strain across a gage section with an extensometer, micro-
strain evolution was tracked using 2D micro-digital image correlation (DIC). 
2.4 Corrosion 
 
Due to the reactive nature of Li, the corrosion properties of third generation Al -Li alloys must be 
carefully examined, especially since the second generation alloys exhibited low stress corro ion cracking 
(SCC) thresholds in the long transverse (LT) and short transverse (ST) directions. In comparison, third 
generation Al-Li alloys have better corrosion resistance, especially for peak-aged and overaged tempers. 
SCC thresholds were greater than those of 7XXX series alloys, such as 7050-T7451, when tested by 
alternate immersion in salt water. Third generation Al-Li alloys also exhibit high exfoliation corrosion 
resistance [3]. However, further improvement of corrosion properties is desirable given that cladding 
needed for corrosion protection is unnecessary for Al alloys with sufficient corrosion restance; low-
strength cladding adds extra weight to aircraft components and decreases fatigue performance [9].  
Third generation Al-Li alloys are sensitive to three forms of localized corrosion: pitti g, 
intergranular attack, and exfoliation [10]. Modified ASTM acetic acid salt spray intermit nt tests 
(MASTMAASIS) were performed on over 200 production lots of Alloy 2099, and all lots received ratings 
of P or EA [3], indicating pitting corrosion and exfoliation corrosion should be closely considered when 
evaluating corrosion resistance of third generation Al-Li alloys.  
This research aims to identify the type(s) of corrosion present in aged 2099 and 2196 alloys with 
various levels of deformation prior to artificial aging. Furthermore, the mechanism(s) of corrosion must 
be understood in order to provide meaningful recommendations for corrosion improvement. 
2.4.1 Pitting Corrosion 
 
Pitting corrosion is a localized form of attack that is caused by the localized breakdown of a 
passive oxide film, such as Al2O3. This type of breakdown occurs at many different surface 
discontinuities, is often unpredictable, and results in relatively fast and localized penetratio  [42]. 
Alkaline solutions containing chloride are known to cause pitting in Al alloys and, for this reason, pitting 
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corrosion can be a problem for Al alloys in marine environments. For example, pitting corrosion was the 
only form of corrosion observed after 2099 was exposed to a seacoast environment for 19.1 years at Point 
Judith, RI [3]. 
Mechanistically, the interior of the pit acts as an anode and the exterior surface acts as a athode. 
The interior of the pit becomes acidic from corrosion products, and the acidic content is maintained inside 
the pit because the pit provides a sheltered region where mass transport is difficult. The surrounding 
surface becomes the cathode by reduction of dissolved oxygen [42]. 
In appearance, pits may be shallow, elliptical, deep, undercut, or subsurface [43]. Pit shapes 
depend specifically on microstructure, chemistry, and environment. Additionally, pits may follow specific 
metallurgical features [42]. Considering third generation Al-Li alloys in commercial tempers (T83/T86), 
pits were elongated in the rolling direction when alloys were tested by ASTM G110 [44] and GB 7998-97 
[45]. Elongated pitting is exemplified in Figure 2.4. 
  
   
Figure 2.4 Elongated pitting corrosion morphology of 2099 in the T8 condition (aged at 150°C for 6 
h) [45]. 
 
The elongated corrosion features sometimes observed in third-generation Al-Li alloys are pit nd 
should not be confused with intergranular stress corrosion cracks (IGSCC). C-ring and mini direct tension 
SCC specimens under load showed the same elongated pits asdirect tension specimens that were not 
loaded [44]. Furthermore, there were no SCC failures of 2X99-T86 samples loaded at 40 and 50 ksi for 
several years at Point Judith [46]. 
2.4.2 Intergranular and Exfoliation Corrosion 
 
A second type of corrosion, exfoliation, occurs at the boundaries of the elongated grains that 
result from rolling or extruding during manufacturing. The main mechanism proposed to explain the onset 
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of intergranular corrosion in Al-Li alloys is the formation of galvanic couples between grain boundary 
precipitates, such as T1 (Al2CuLi) and precipitate free zones [47]. As corrosion at grain boundaries 
proceeds, larger volume corrosion products accumulate inside the grain boundaries and exert pressur  on 
the outer grains causing them to be lifted from the metal surface (i.e., to exfoliate) [48]. An example is 
provided in Figure 2.5. 
 
 
Figure 2.5 Example of exfoliation corrosion in a peak-aged Al-Li alloy after immersion in EXCO 
solution (4.0 M NaCl + 0.5 M KNO3 + 0.1 M HNO3) for 96 h [49]. 
 
Constant immersion exfoliation corrosion (EXCO) testing was performed on 2nd generation Al-
Li -Cu alloys [50] and Al-Li -Cu-Mg alloys [51], [52]. These findings suggested that the depth of attack 
and exfoliation corrosion susceptibility increases with artificial aging time. Thus, underaged conditions 
were least susceptible, peak-aged conditions were more susceptible, and overaged conditions were most 
susceptible to exfoliation corrosion. However, the visual ratings after EXCO testing fail to correlate with 
findings from natural environments. 
Less aggressive MASTMAASIS tests used by Boeing and ALCOA are cor elate well with tests 
performed in environments representative of in-service conditions, such as the tests performed by Colvin 
and Murtha [53]. It has been strongly recommended that investigators use MASTMAASIS testing instead 
of EXCO testing on Al-Li alloys when studying exfoliation corrosion behavior [9]. MASTMAASIS tests 
on peak-aged tempers exhibited little exfoliation corrosion susceptibility while underaged and overaged 
tempers were more susceptible.  
In one study, third generation Al-Li alloys were shown to exhibit intergranular exfoliation 
corrosion for underaged tempers per ASTM G110 whereas peak-aged and overaged tempers were not 
susceptible to exfoliation corrosion and only exhibited pitting corrosion [44]. 
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2.5 Characterization  
 
In this research, advanced characterization techniques are utilized, and this section serves to h lp 
the reader gain familiarity and understand the fundamentals of a few of these techniques. In particular, 
electron backscatter diffraction (EBSD), 2D micro-digital image correlation (DIC), and scanning Kelvin 
probe force microscopy (SKPFM) will be discussed because these techniques are being used to examine 
the effects of orientation, micro-strain evolution during straining, and surface potential on corr sion, 
respectively. Lastly, tapping mode AFM in solution will be discussed since corrosion is being monitored 
in-situ by this method.  
2.5.1 Electron Backscatter Diffraction (EBSD) 
 
EBSD is a crystallographic characterization technique that takes place in a scanning electron
microscope (SEM) equipped with an EBSD detector. EBSD relies on a combination of elastic and 
inelastic scattering of electrons within a specimen interaction volume. When electrons are directed onto a 
specimen from the SEM electron source, some electrons are inelastically scattered by atoms in the 
material, and many of the inelastically scattered electrons subsequently scatter at the Bragg condition for 
specific planes. The backscattered electrons form two Kikuchi lines per plane, and the spacing between 
the lines corresponds to the interplanar spacing of the planes. Two lines from the same planes are ref rred 
to as a Kikuchi band. Bands from different planes intersect according to their interplanar angles, and 
collectively, all of the bands intersecting for a given orientation are known as Kikuchi patterns (Figure 
2.6). Kikuchi patterns are recorded on a phosphor screen of an EBSD detector and automatically analyzed 
by software to provide information about the crystal structure, orientation, and texture of the phases 
present in the specimen [54].  
In this research, EBSD was used to collect inverse pole figure maps and image quality maps prior 
to and after straining. Inverse pole figure maps are used to discern grain orientations and image quality 
maps highlight grain boundaries and local strains that disrupt the perfect crystalline lattice and therefore 
degrade the quality of the Kikuchi patterns captured locally. 
EBSD is also capable of identifying submicron areas of concentrated strain. It may be possible to 
evaluate elastic strain through image quality maps, and plastic strain by image quality, local 
misorientation, grain orientation spread, kernel orientation spread, kernel average neighbor 





Figure 2.6 EBSD pattern acquired from cadmium at 20 keV [54]. Note the 6-fold symmetry of the 
intersecting Kikuchi lines at “A”. 
 
2.5.2 2D Micro-Digital Image Correlation (DIC) 
 
DIC is a technique for analyzing two or more images of the same area after some change and 
extracting a displacement field that relates the images [56]. For this research, 2D micro-digital image 
correlation is being used to determine deformation during straining. A DIC camera monitors in-plane 
displacement as a specimen is pulled in uniaxial tension to simulate the stretch forming process used in 
industry. The setup used is depicted schematically in Figure 2.7. 
 
 
Figure 2.7 Schematic of a 2D digital image correlation set-up [57]. 
 
In principle, DIC requires the use of a random grayscale intensity distribution, such as a speckling 
pattern. This pattern must deform together with the specimen surface. Pixel subset arrays, or faceta e 
A 
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tracked from image to image during deformation, and each facet should contain several speckling 
features/particles. Facets are tracked instead of individual pixels because there is more variation in 
grayscale intensity from facets than from single pixels. This allows for a more unique identification of the 
deformed surface [58]. 
Full field strain measurements relate facets in a reference image (i.e. before strain) to the same 
facets after deformation and are used to determine strains (Figure 2.8). To compute full field strain 
measurements, vector displacement components are defined for each point within a facet. Points may be 
sub-pixel size; interpolation is used to determine a grayscale intensity level between pix ls. Next, the 
displacement components can be solved for by using a cross-correlation criterion or sum-squared 
difference criterion. Optimal function parameters allow every point within a facet, in both the reference 
and deformed images, to be recognized [59].  
 
(a) (b) 
Figure 2.8 Schematic relating a facet in (a) a reference image to (b) the same facet after d formation 
[58]. 
 
2.5.3 Scanning Kelvin Probe Force Microscopy 
 
Scanning Kelvin probe force microscopy (SKPFM) has recently become a more widespread 
technique used in corrosion studies. The findings of [60]– 2  relate work function differences between 
various metals or within a given alloy (i.e. between a precipitate and the matrix) to corrosion behavior. 
SKPFM is performed in two scan passes on an atomic force microscope (AFM). During the first pass, the 
AFM measures and records the sample surface topography using the tapping mode. In the second pass, 
the tip is lifted a selected distance above the recorded surface topography and the Volta potential 
difference between the tip and sample is measured. The two measurements are then interleaved, i.e., the 
Prior to deformation After deformation 
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two images, one of topography and one of Volta potential difference, are displayed simultaneously. The 
Volta potential difference is directly proportional to the work function difference. If the work function of 
the tip is known, a work function map of the material can be developed. Often times, Volta potential or 
work function measurements recorded from this technique are referred to as surface potentials. 
During standard tapping mode AFM, the cantilever is vibrated near its resonant frequency by a 
piezoelectric element. For detection of the Volta potential difference and to avoid cross-talk of the two 
different feedback loops, the piezoelectric element is turned off and an oscillating AC voltage is applied 
directly to the cantilever tip. At this point, a DC voltage difference exists between th  sample and the tip. 
The DC voltage on the tip is adjusted until the amplitude of oscillation is zero and the cantilver feels no 
oscillating force, indicating that the tip and sample are at the same DC voltage. At this point, the vol age 
on the tip is recorded [63]. 
These differences in work function due to second phase particles may lead to localized corrosion 
(i.e. pitting and exfoliation corrosion) [60]. See Figure 2.9. In this research, the SKPFM technique is 
being used to investigate work function differences caused by inhomogeneous strain, second phases, grain 
boundaries, etc.  
 
 
Figure 2.9 Potential difference across a second phase particle in AA2024 as measured by scanning 
Kelvin probe force microscopy [60]. 
 
However, it is important to recognize that the SKPFM measurements in air may not relate to the 
corrosion behavior that occurs due to the formation of galvanic couples in solution. Corrosion depends 
closely on the environment [64] such that, without performing SKPFM in a corrosive solution of interest, 
it may be irrelevant to compare work function data to corrosion behavior. Additionally, it is inherently 
difficult to conduct SKPFM in a corrosive solution because ions from an electrolyte can scree the field 
from a conductive AFM tip. Coaxial AFM tips have been developed to mitigate this problem [65] but are 
not yet commercially available.  
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Even if SKPFM could be performed in a corrosive solution with a coaxial AFM tip, the Volta 
potential difference found by SKPFM is directly proportional to corrosion potential o ly in the same 
electrolyte solution over a homogeneous metal without galvanic coupling [66]. Since this research aims to 
study micro-scale galvanic coupling, Volta potential differences may not relate to corrosion potential in 
this situation. 
2.5.4 In-Situ Tapping Mode AFM 
 
An alternate technique, in-situ tapping mode AFM, was used to study pitting and exfoliation 
corrosion behavior. In this method, tapping mode AFM topography scans are taken across a specimen 
surface in a corrosive solution (i.e. artificial seawater) after SKPFM measurements have been taken i  air. 
The in-situ tapping mode topography scans should indicate, on a small scale (<30 nm), the site of 
corrosion initiation or pitting. If the topography scans are taken consecutively and quickly, the scans 
should also provide information about the rate of corrosion and the direction in which corrosion prceeds. 
In-situ tapping mode AFM was performed on the same area examined by EBSD, DIC, SEM, and 
SKPFM. The location of initiation and advancement of corrosion may correspond to known orientation, 




CHAPTER 3: EXPERIMENTAL METHODS 
This chapter describes the experimental set-up for the primary experimental pathway and 
additional experimental procedures. Concerning the primary experimental pathway, specific regions were 
monitored throughout their thermomechanical history. This chapter details specimen preparation from the 
as-received material and provides information on characterization techniques and parameters. To support 
findings from the primary experimental pathway, additional experimentation was necessary, and the 
methods for these experiments are also described. 
3.1 Primary Experimental Pathway 
 
The effects of various amounts of strain (0-9%) in 2099 and 2196 were examined by 
characterizing single, specific regions. The site-specific examination serves as the primary framework for 
this study. As-received extrusions were sectioned into tensile bars and one 90 by 90 µm region on the 
surface of each tensile bar was tracked at various points throughout its thermomechanical history. 
Considering the temperature vs. time diagram in Figure 3.1, electron backscatter diffraction (EBSD) was 
performed following solution heat treatment. During straining, 2D micro-digital image corr lation (DIC) 
was used to examine micro-strain evolution of the same region. Next, tensile bars were artificially aged 
by a two-step aging treatment, and the following techniques were performed, respectively: EBSD, 
backscattered electron (BSE) imaging, and scanning Kelvin probe force microscopy (SKPFM). Finally, 
the region of interest was examined by in-situ tapping mode atomic force microscopy (AFM) during 
corrosion. 
In this section, the experimental procedure for each step of the process is described in detail. 
3.1.1 Tensile Specimen Preparation 
 
Extrusions of Alloy 2099 in the T83 (solution heat treated, cold worked, and peak aged) condition 
and Alloy 2196 in the T3511 (solution heat treated and stress relieved by minor amount of strain) 
condition were provided by Boeing. Tensile specimens were sectioned using an MSX saw and end-milled 
to achieve parallel sides. Twelve tensile specimens (6 for each alloy) were machined for the following 
strain conditions: 0, 1, 2, 3, 6, and 9%. Although initial dimensions were identical, specimens set aside for
6 and 9% strains were given a 50.8 mm (2 in) reduced gage section to prevent these specimens from 
fracturing in the tensile frame grips. The orientation of the tensile specimens with respect to the extrusion 
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direction is provided in Figure 3.2 and the geometry is detailed in Figure 3.3. The longitudinal direction 
corresponds to the tensile axis during straining. 
 
 
Figure 3.1 Schematic temperature vs. time diagram indicating the thermomechanical processing 
steps as well as the sequence of characterization (gray) techniques used to analyze 
identical regions of the same specimen. 
 
 
Figure 3.2 Extruded shape provided by Boeing indicating tensile specimen sectioning with respect 









(a) (b) (c) 
Figure 3.3 Tensile specimens for (a) 0, 1, 2, and 3% strain conditions and (b) 6, and 9% strain 
conditions with (c) specimen dimensions for 6 and 9% strain conditions labeled in mm. 
Disregarding the reduced gage section, dimensions for 0, 1, 2, and 3% specimens are the 
same as in (c).  
 
Solution heat treatment and artificial aging times and temperatures were provided by Boeing and 
Alcoa per AMS 2772E. Solution heat treatment was performed at 549 °C for 2 h followed by a water 
quench. The furnace temperature was monitored using a Type K thermocouple and found to be within 
±2.0 °C of the temperature reading on the furnace. After solution heat treatment, the short transverse-
longitudinal (S-L) planes of the tensile specimens were mechanically polished because it was of interest 
to examine elongated pitting in the extrusion direction and the short transverse fracture toughness is of 
concern in Al-Li alloys. After many unsuccessful polishing attempts, instructions for mechanical 
polishing were established with help from both Weber Metal and George Vander Voort and are provided 
in Table 3.1. 
 
Table 3.1 – Mechanical Polishing of 2099 and 2196 





800 grit SiC paper N/A 10 Water 150 
1200 grit SiC paper N/A 15 Water 150 
      
Polishing 






0.3 µm Al2O3 paste  
 
Low napped synthetic 
rayon flock 
5 DI Water 100 
0.05 µm colloidal 
SiO2 
 
Low napped synthetic 
rayon flock 
3 N/A 100 
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In between each polishing step, specimens were rinsed thoroughly with methanol, gently rubbed 
with methanol-soaked cotton balls, and briefly sonicated in methanol to ensure no residual SiC particles
or polishing agents were transferred to the next polishing step. A typical surface following mechanical 
polishing is shown in Figure 3.4. 
 
 
Figure 3.4 Optical micrograph of surface of 2099 after mechanical polishing. Scratches, pits, and 
deformation from mechanical polishing are present but minimal. 
 
3.1.2 Final Polishing for Electron Backscatter Diffraction (EBSD) 
 
After mechanical polishing, surface finishes of 2099 and 2196 were insufficient for high 
confidence interval EBSD imaging. Unfortunately, final polishing with 0.05 µm colloidal SiO2 on a 
vibratory polisher led to severe pitting of 2196 and 2099.  
Experiments were conducted to determine whether the surfaces of both alloys could be 
adequately prepared by electropolishing. As a first electropolishing attempt, samples ground to 1200 grit 
as well as mechanically-polished samples were exposed to a 30% HNO3/70% methanol electrolyte held at 
-30°C. Voltages between 5 V and 20 V were applied to each sample, and the resulting surfaces were 
examined by optical microscopy. All sample surfaces were inadequate and appeared eroded and/or etched 
(e.g., Figure 3.5). 
 As a second attempt, the same electropolishing experiment was conducted using a 12.5% 
H2SO4/87.5% methanol solution at room temperature. Again, all sample surfaces were inadequate. Many 
samples were tarnished and had evidence of pitting and/or etching, as exemplified in Figure 3.6. Although 
the sample of Figure 3.6 is etched and pitted, this sample had the best surface finish of all samples 




Figure 3.5 Optical micrographs showing inadequate surface preparation of 2099 after 
electropolishing in 30% HNO3/70% methanol electrolyte at -30°C with a voltage of 8.4 




Figure 3.6 Optical micrograph showing inadequate surface preparation of 2099 after 
electropolishing in 12.5% H2SO4/87.5% methanol at 21°C with a voltage of 23 V for 3 s.  
 
Due to the shortcomings of electropolishing, an alternate approach to final polishing was taken, 
and final polishing was performed in an FEI Helios NanoLabTM600i DualBeam focused ion beam 
(FIB)/scanning electron microscopy (SEM) by ion milling. Tensile specimens were positioned accor ing 
to Figure 3.7, such that mechanically polished surfaces (S-L planes) were 10° offset from parallel to the 
focused Ga+ ion beam. Regions of approximately 200 µm x 200 µm with depths of approximately 1 µm 
were milled into the mechanically polished area with an operating beam current of 33 pA and voltage of 
20 kV.   
Tensile specimens were milled away from edges or scratched regions to avoid curtaining and 
were polished with shallow depths at low currents to avoid excess milling. Examples of unacceptable and 








Figure 3.8 Secondary electron images taken after ion milling demonstrating (a) curtaining, (b) 
excess milling, and (c) shallow milling where (c) is the only acceptable preparation for 
EBSD. 
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3.1.3 Electron Backscatter Diffraction (EBSD) and Marking the Region of Interest 
 
EBSD was performed in an FEI Helios NanoLabTM600i DualBeam focused ion beam 
(FIB)/scanning electron microscopy (SEM) equipped with an EDAX “Hikari Super” 1400pps EBSD 
detector operating at 30 kV and 22 nA. Tensile specimens were secured to pin stubs with electrically 
conductive tape and mounted on a 70° tilt holder.  
Following final polishing by ion milling, polished surfaces were aligned to face the EBSD 
detector and polished regions were brought to working distances of 6 mm. EBSD scans of approximately 
150 µm x 150 µm were collected with a camera binning of 8 x 8 and step sizes of 0.γ µm using EDAX’s 
OIMTM Data Collection Software. The Hough parameters used for all scans are provided in Table 3.2.  
 
Table 3.2 – Hough Parameters for EBSD in EDAX’s τIMTM Data Collection Software 
Parameter Value 
Hough Type Classic + 
Hough Resolution High 
Binned Pattern Size 96 
Theta Step Size 1 
Rho Fraction  95% 
Max Peak Count 7 
Min Peak Count 3 
Convolution Mask 9x9 (Medium) 
Min Peak Magnitude 5 
Min Peak Distance 15 
Peak Symmetry 0.5 
Vertical Bias 3% 
Min Peak Magnitude 30 
Max Band Width (% of Image) 10% 
Max Angular Difference Between Edges 2.0° 
 
After EBSD patterns were collected, tensile specimens were rotated 180° and tilted 60° to allow 
regions from where EBSD scans were collected to be imaged using the Ga+ ion column operating at low 
current (33 pA) in the FIB/SEM. At this point, EBSD scan regions could be easily identified by beam-
related contamination (i.e. carbon deposition on the sample where the electron beam was scanning). Four 
fiducial markers of approximately 10 µm x 10 µm with depths of 5 µm were milled at the four corners f 
EBSD scans. Fiducial markers were milled to minimize the challenge of locating the same regions from 
technique to technique throughout the thermal processing route detailed in Figure 3.1. Fiducial markers 
served as guides to follow the regions of interest. 
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EBSD was performed a second time on each tensile specimen, directly following 2D micro-
digital image correlation (DIC) and artificial aging. Second EBSD scans were taken within the regions 
marked by fiducial markers, and all scan parameters matched EBSD parameters used prior to DIC. 
All EBSD maps were created using EDAX’s τIMTM Analysis Software. No post-scan software 
clean-up was applied to any of the EBSD data reported as part of this research. 
3.1.4 2D Micro-Digital Image Correlation (DIC) 
 
Tensile specimens were loaded into an MTS Alliance RT/100 screw driven static test system with 
the polished S-L plane of the tensile specimens facing parallel to the grips. Gage lengths during strain
were 25.4 mm (1 in), and total strain amounts across gage lengths were measured with an extensometer.  
DIC was performed on the polished plane of the tensile specimens during deformation with a K-2 
DistaMax Infinity Long-Distance Microscope equipped with a 20X Mitutoyo objective lens. The 
microscope was mounted on a tripod and GτM’s Aramis software was used to analyze the images 
collected by the microscope. The set-up is shown in Figures 3.9 and 3.10.  
Prior to straining, regions of interest were located using the K-2 DistaMax camera and speckled 
with 0.05 µm Al2O3 non-agglomerated powder in ethanol using an airbrush powered by an air 
compressor. Regions of interest were identified by four fiducial markers, as described in Sectio 3.1.3. 
Figure 3.11 demonstrates the effect of speckling on image contrast. Upon speckling, 10 DIC images were 
taken and run through the Aramis software. In the event that the software could not identify an 
appropriate facet size or calculate a complete solution for each image, the speckling pattern was r moved 
with a cotton ball soaked in ethanol, and a new speckling pattern was applied. 
During straining, the z-height was adjusted to incorporate the same microstructural and speckling 
features as imaged prior to deformation. Images were taken at 20 evenly spaced strain increments, as 
recorded by the macro-extensometer, per specimen. Many images (20-100) were taken for each strain 
increment because vibrations caused the microscope to go in and out of focus. All of the images were 
analyzed by the Aramis software, and only the highest quality image, allowing minimum facet size and 
lowest interpolation area, was selected for each strain increment for the DIC analysis. Addit onally, strain 
maps from each increment were compared to previous and subsequent increments as a precaution against 
inconsistent, false image artifacts. Outliers containing inconsistencies were excluded from consideration 
for each strain increment. Upon completion of the DIC measurements, the speckling pattern was removed 
from each specimen. 
A simple strain rate sensitivity study was conducted to determine whether the pause during 
straining to capture images at each strain increment had an effect on the total amount of stress received 
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for each strain condition. A constant strain rate of 0.09 in/min was compared to the inconsistent strain rate 
during DIC for 2099 and 2196 strained to 3% total strain, and the results are compared in Figure 3.12. 
Examining stresses at the same strains reveal that the stress achieved during the constant strai r te test 
and the stress throughout the DIC test are in close agreement. This indicates that strain r e sensitivity is 
not of concern in 2099 and 2196, and taking images at fixed increments is a valid experimental approach. 
 
 










































Figure 3.11 Microstructure of 2196 T4 tensile specimen prior to deformation imaged by (a) secondary 
electrons in a scanning electron microscope (SEM), (b) a K-2 DistaMax camera with a 
20X objective, and (c) a K-2 DistaMax camera with a 20X objective after speckling the 





Figure 3.12 Stress vs. strain for constant strain rates of 0.09 in/min and inconsistent strain rates during 
DIC testing. Strain rate sensitivity is not of concern in 2099 and 2196 since stress is 
similar at each strain. 
 
3.1.5 Environmental Scanning Electron Microscopy (ESEM): Backscattered Imaging 
 
Backscattered images were taken in an FEI Quanta 600i environmental scanning electron 
microscope (ESEM). Coarse Fe, Cu, and Mn-containing impurity phases appear lighter than the matrix 
when imaged in backscattered mode since elements of higher atomic number backscatter more strongly 
than elements with low atomic number. 
Images were acquired for all strain conditions for both alloys after artificial aging, and the area of 
interest was identified by the ion milled fiducial markers described in Section 3.1.3. 
3.1.6 Atomic Force Microscopy (AFM): Scanning Kelvin Probe Force Microscopy (SKPFM) 
 
All AFM measurements were taken using an Asylum Research MFP-3D-Bio AFM. SKPFM 
measurements were taken using Version 14 of the Asylum Research AFM software by selecting SKPM 
under the Electrical category in the ModeMaster. BudgetSensors ElectriTap190-G conductive AFM 
probes were used. These probes are Si, coated on both sides of the cantilever with 5 nm Cr covered with 
25 nm Pt, have tip radii less than 25 nm, and have resonant frequencies of approximately 190 kHz. Probes 
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were positioned to measure within areas of ion milled fiducial markers using the MFP-3D optical 
microscope. 
Smaller specimens containing regions of interest were sectioned from larger tensile bars per 
Section 3.2.1. All specimens containing regions of interest were plasma cleaned with an EVACTRON 
CombiClean Decontaminator for 30 min prior to imaging with the AFM. The Decontaminator removes C 
deposition from electron backscatter diffraction (EBSD) as well as other contamination picked up during 
testing. Specimens were secured to an electrically insulated glass side with double-sided tape, and 
magnets were used to fix the glass slide to the AFM stage. Specimens were grounded to the AFM stage 
by an insulated wire that was attached to specimens with electrical tape and fixed to the AFM stage with a 
magnet, as demonstrated in Figure 3.13. Electrical grounding was connected far away from the 
conductive AFM probe to avoid cross-talk or electrical interference. 
 
 
Figure 3.13 SKPFM set-up showing specimen grounded to AFM stage. 
 
For SKPFM measurements, the AFM tip was biased 7 V. The nap/lift height during the second 
pass was 40 nm, and the largest scan size possible (90 µm x 90 µm) was acquired at a rate of 0.3 Hz 
within regions of interest. To precisely identify areas examined by SKPFM, optical images were taken 
showing cantilever positions above specimen surfaces at the beginning and end of each scan.  
SKPFM measurements were taken in repulsive mode by keeping the phase signal below 90°, and 
the set-point voltage, drive amplitude, and integral gain were adjusted until trace and retrace signals 
closely matched without producing large oscillations/noise in the feedback loop. 
3.1.7 Atomic Force Microscopy (AFM): In-situ Tapping Mode Topography during Corrosion 
 
Tapping (AC) mode imaging in liquid was used to examine corrosion in-situ. The corrosive 






spring constants near 0.61 N/m, resonances frequencies of approximately 68 kHz, and silicon nitride tips 
with reflex coatings of 5 nm Cr covered with 50 nm Au were chosen due to their relatively high stiffnes  
and Au coating for corrosion resistance in solution. 
Specimens were prepared by sectioning with a slow speed diamond saw to thicknesses of 
approximately 1 mm. A small piece of low napped synthetic rayon flock held on with conductive tape 
was used to protect the region of interest during sectioning to prevent corrosion from the cutting lubricant, 
and the rayon flock was removed after sectioning. Specimens were rinsed with de-ionized water and 
isopropyl alcohol and plasma cleaned with an EVACTRON CombiClean Decontaminator for 30 min. 
Specimens were then glued, polished planes facing upwards, with a small dab of superglue to cylindrical 
Millipore petri dishes with diameters of 47 mm. Petri dishes were attached to the AFM stage with a 
magnetic petri dish holder, and the magnets of the holder were adjusted to keep petri dishes in plac  
without allowing magnets to come in direct contact with the stage. The set-up is shown in Figure 3.14. 
 
 
Figure 3.14 Petri dish set-up for in-situ corrosion experiments.  
 
The same areas imaged by SKPFM were located using the optical images of probe positioning 
taken at the beginning and end of SKPFM imaging, as described in Section 3.1.6. One 90 µm x 90 µm 
scan was taken in air in traditional tapping mode. The set-point, drive amplitude, and integral gain were 
adjusted until the trace and retrace lines were in close agreement and the images collected appeared to 
match the topography images acquired during the first pass of SKPFM. 
Once the initial parameters were set for tapping mode as described above, the AFM head was 
gently raised, the probe was pre-wet with a droplet of artificial seawater, and 2-3 mL of artificial seawater 
was added to the petri dish to entirely cover each specimen (Figure 3.15). A protective skirt holder was 
used to protect sensitive electronics in the AFM head (Figure 3.16). The AFM head was lowered into the 
solution in the petri dish, the laser was readjusted to maximize the sum signal, and the cantilever was re-
tuned in solution before engaging the tip. 
 




Figure 3.15 Petri dish set-up with specimen completely immersed in artificial seawater.  
 
 
Figure 3.16 Protective skirt holder around the cantilever holder with important components labeled.
 
90 µm x 90 µm scans were taken with a scan speed of 0.3 Hz throughout the in-situ corrosion 
experiments. After set-up, topography scans were continuously collected and saved overnight, and each 
specimen was imaged for at least 15 h in solution. Image stabilization was applied to keep the tip 
scanning over the same region after long periods of time. All scans were taken at room temperature 
(21°C). 
3.2 Additional Experimental Procedures 
 
Additional experimentation was performed to support the findings of the primary experimental 
pathway. While the primary experimental pathway focused on single, specific regions, additional 
experiments examined other regions or samples. In this section, the sectioning of the tensile specimens 
Probe 
Cantilever  
Cantilever Holder Protective Skirt 
Specimen immersed in artificial seawater 
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after straining, Vickers hardness preparation, transmission electron microscopy (TEM) preparation, nd 
bulk corrosion studies are described. 
3.2.1 Tensile Specimen Sectioning 
 
Provided that tensile specimens were strained to designated amounts between 0-9% and no 
specimens were loaded to failure, tensile specimens remained fully in-tact after straining. After 2D micro-
digital image correlation (DIC) was performed during straining, specimens were sectioned parallel to the 
long-transverse reference direction, through the short transverse-long transverse (S-LT) plane, using an 
MSX saw. Regions of interest, marked with ion-milled FIB fiducial markers, were protected by a low 
napped rayon flock cloth held on with electrical tape to prevent scratches and corrosion during sectioning.  
Each tensile bar was cut into seven sections, excluding material which was in the tensile frame 
grips. One section contained the area of interest and, concerning the remaining six sections, two sections 
were set aside for hardness measurements, two for transmission electron microscopy (TEM) foils, and 
two for bulk corrosion studies. From each original tensile bar, the section containing the area of interest, 
one section for hardness measurements, one section for TEM foils, and one section for bulk corrosion 
were artificially aged at 121°C for 12 h followed by 151°C for 48 h. The artificial aging treatment was 
designed to age alloys to peak hardness; the first step of the aging treatment at lower temperatur 
promotes GP zone formation. The other sections were not artificially aged. Sectioning of the tensile 







Figure 3.17 Diagram of tensile specimen sectioning. 
 
3.2.2 Vickers Hardness 
 
Samples of each condition were cold mounted in epoxy and left to harden overnight under 
vacuum. Samples were then mechanically polished according to Table 3.1. Between each grinding step, 







Artificially aged Not aged 
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samples were rinsed in methanol, gently rubbed with a cotton ball and methanol, and briefly sonicated in 
methanol to ensure no residual SiC particles were transferred to the next step in polishing. At least 10 
Vickers hardness measurements were taken for each condition per ASTM E92 using a load of 500 lbs and 
a dwell time of 10 s. 
3.2.3 Transmission Electron Microscopy (TEM) 
 
Thin sections were cut parallel to the long transverse reference direction, through the short 
transverse-long transverse (S-LT) plane, with an MSX saw. These sections were then cut parallel o the 
short transverse reference direction, through short transverse-longitudinal (S-L) plane, to thi  along the 
long transverse direction. The sections were secured to flat aluminum stubs with superglue and 
mechanically ground to 1200 grit on both sides of the S-L plane, carefully ensuring that the samples were 
sonicated in between the grinding of each side in acetone to remove all superglue. 3 mm discs were 
punched and any burrs were ground down to 1200 grit.  
The specimens were individually polished using a twin-jet electropolisher in a 30% nitric 
acid/70% methanol solution at -25°C and 25 V. The TEM specimens were examined using a Philips 
CM12 TEM at 120kV accelerating voltage. 
3.2.4 Bulk Corrosion 
 
 Alternate immersion corrosion tests were performed on all 24 sections set aside for bulk corrosion 
studies where each condition is fully described by Table 3.3. Sections were cut with a slow speed saw to 
create bulk corrosion samples of equal total surface area and equal polished surface area. Samples were 
immersed in artificial seawater per ASTM D1141-98 for periods of 10 min and dried for 50 min. After the 
drying cycle, samples were thoroughly rinsed with deionized water to remove remaining NaCl and 
corrosion byproduct resting on the surface. Samples were imaged using an FEI Quanta 600i 
environmental scanning electron microscope (ESEM) in secondary mode. In particular, it was of interest 
to identify exfoliation and pitting corrosion features.  
 Following 3 h of alternate immersion, bulk corrosion samples were left in artificial seawater for 













  Table 3.3 – Bulk Corrosion of 2099 and 2196 
Alloy Strain (%) Artificially Aged?  
2099 0 Y 
 1 Y 
 2 Y 
 3 Y 
 6 Y 
 9 Y 
2099 0 N 
 1 N 
 2 N 
 3 N 
 6 N 
 9 N 
2196 0 Y 
 1 Y 
 2 Y 
 3 Y 
 6 Y 
 9 Y 
2196 0 N 
 1 N 
 2 N 
 3 N 
 6 N 






CHAPTER 4: RESULTS 
The research findings are described based upon the characterization technique performed. For the 
primary experimental pathway, specimens were characterized by electron backscatter diffraction (EBSD), 
2D micro-digital image correlation (DIC), backscattered electron (BSE) imaging, scanning Kelvin probe 
force microscopy (SKPFM), and in-situ tapping mode atomic force microscopy (AFM). Additional 
experiments studied Alloy 2099 and Alloy 2196 by Vickers hardness and TEM. Lastly, bulk corrosion 
properties were evaluated. 
4.1 Primary Experimental Pathway 
 
The site-specific examination described in Section 3.1 serves as the primary experimental 
framework for this research. Identical regions of twelve specimens (6 for Alloy 2099 and 6 for Alloy 
2196) were examined by EBSD prior to straining, DIC during straining, and the following techniques 
after straining and artificially aging: EBSD, BSE imaging, SKPFM, and in-situ tapping mode AFM 
during corrosion. Strain conditions of 0, 1, 2, 3, 6, and 9% were examined for both alloys. The purpose of 
this section is to present the findings and observations associated with each site-specific characterization 
technique performed.  
4.1.1 Electron Backscatter Diffraction (EBSD) Prior to Straining 
 
As described in Section 3.1.2, final polishing for EBSD was performed in a focused ion beam 
(FIB)/scanning electron microscope (SEM) by ion milling a shallow depth with a low beam current. Ion 
milling following traditional mechanical polishing dramatically improved the image quality (IQ) of 
EBSD patterns. Figure 4.1 compares inverse pole figure (IPF) maps overlaid on IQ maps prior to ion 
milling to IPF + IQ maps after ion milling, and the increase in image quality is significa t. The 
improvement in image quality is demonstrated by a reduction of dark/gray regions as a result ofion 
milling and an improvement in IPF color contrast. As a result of ion milling, grain boundaries and 
subgrain boundaries were clearly visible in the IQ map, and grain orientations were easy to distinguish in 





Figure 4.1 Inverse pole figure maps overlaid on image quality maps (grayscale) acquired by EBSD 
(a), (c) prior to final focused ion beam polish and (b), (d) after ion polishing. No post-
scan software clean-up was applied. 
 
Polishing with Ga3+ ions may be of concern because Ga concentrates in specific regions of Al 
during FIB sample preparation [67], and Ga is known to cause liquid metal embrittlement of Al.  
Therefore, it is important to note that shallow FIB ion milling prior to EBSD did not appear to alter or 
degrade corrosion properties. Polished surfaces were topographically unaffected over long periods of time 
after ion milling, even after artificial aging. Additionally, samples prepared for bulk corrosion were only 
mechanically polished and were not ion milled, and the corrosion response in bulk corrosion samples was 
representative of the site-specific corrosion observed. 
Elongated, unrecrystallized grains (<10 µm x 100 µm elongated grains) are the target 
microstructure in third generation Al-Li extrusions because unrecrystallized microstru tures are known to 
provide the optimum combination of properties [3]. However, while many specimens exhibited the 
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expected unrecrystallized grain structure, the EBSD analysis of the initial tensile specimens revealed that 
there were inconsistent grain sizes throughout the 2099 and 2196 extrusions (Figure 4.2). Specificially, 
some specimens had relatively large grains (>25 µm) dispersed with the small grains. The source of these 
large grains is unclear and is likely due to recrystallization followed by abnormal grain growth. 
Significantly, both the unrecrystallized grains and large grains were relatively strain free. Regions of 
unrecrystallized grains contained low angle subgrain boundaries from recovery, and EBSD image quality 
was not degraded within large grains (i.e. dislocation density was relatively low within large grains). 
Abnormal grain growth attributing to these large grains could be related to Zr distribution since coherent 
β’ (Al3Zr) dispersoids are known to hinder recrystallization in Al-Li alloys. 
Additionally, many specimens were completely large grained. These large, relatively strain free 
grains appeared to have undergone recrystallization and grain growth. Large, recrystallized grains are 
undesirable due to their lower strength and fracture toughness and will not exhibit the properties expected 
of the target fine-grain structures.  
An attempt was made to find regions of unrecrystallized grains in the large grained tensile 
specimens by acquiring additional EBSD scans across the short transverse-longitudinal (S-L) planes. 
High aspect ratio EBSD scans were collected across the short transverse reference extrusion direction, 
and small grains were not consistently present, as demonstrated in Figure 4.3. The repeated observation of 
large grains indicates that they are not likely due to non-uniform Zr distribution. Additionally, since large 
grains were observed in multiple tensile specimens across the short transverse direction, the presence of 
large, recrystallized grains is also not likely a surface effect. 
Recrystallization to produce large grains could be the result of non-uniform deformation, strain 
rate, or temperature throughout the initial part during the extrusion process. However, the extrusion 
processing parameters for these alloys, such as initial shape, extrusion ratio, temperature, and ram spee
are proprietary and were not provided. Furthermore, attempting to identify the one or more factors 
contributing to these large grained regions was considered outside the scope of this project. How ver, in 
order to prevent the accumulation of experimental variables and uncertainty, attempts were made to 
exclude the large grained samples from the test matrix as much as possible. As a result, additional tensile 
specimens were sectioned from the as-received extrusions and examined by EBSD, DIC, and SEM. The 
large grained specimens were not further examined. However, it is important to note that variations in 













Alloy Small Grains Mixed Small and Large Large Grains 
2099 
   
2196 
   
Figure 4.2 Inverse pole figure maps overlaid on image quality maps (grayscale) acquired by EBSD 
revealing microstructure of 2099 and 2196 extrusions that were comprised of small 





Figure 4.3 Large-area inverse pole figure map overlaid on image quality map (grayscale) acquired 
by EBSD. Note the presence of large, recrystallized grains. The improvement in image 
quality near the center of the longitudinal direction is due to shallow ion milling. No post-
scan software clean-up was applied.  
 
4.1.2 2D Micro-Digital Image Correlation (DIC) 
 
As a first attempt, DIC was performed on mechanically polished and chemically etched 
specimens. Etching was accomplished by immersing specimens for 15 s in Keller’s reagent (Table 4.1) 
immediately following a colloidal silica final polish, and specimen were thoroughly rinsed i warm de-
ionized water after etching. 
 
Table 4.1 – Keller’s Reagent 






Etched specimens were considered because it was of interest to easily identify strain along and 
within specific grains; Keller’s reagent highlights grain boundaries and overlaying strain maps calculated 
by DIC is straightforward when grain boundaries are visible in the images acquired. However, etching 
contrast made it difficult to achieve a random grayscale intensity distribution, and etching artifacts 
Short transverse direction 
Longitudinal direction 
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appeared to influence the strain calculated by the DIC software. The undesirable influence of etching 
contrast is highlighted in Figure 4.4. Dark regions resulting from etching and speckling consistently 
appeared lower in strain. Additionally, for site-specific examination, it was necessary to perform 
corrosion studies on the same region examined by DIC. Etching is expected to impact corrosion 
resistance, especially at etched features, such as grain boundaries in this case. 
As a result of these findings, subsequent DIC analyses were performed on polished and speckled 
surfaces following EBSD, i.e., no specimens were etched. In order to identify the area of interest in which
EBSD was performed, four ion milled fiducial markers were made using a focused ion beam (FIB) to 
mark the EBSD scan region. These fiducial markers were then located using the DIC camera.  
Axial strain accumulation was examined by DIC for both alloys in all strain conditions of interest 
(1, 2, 3, 6, and 9%). An example of the type of information acquired for each specimen is demonstrated in 
Figure 4.5, which displays axial strain results for a 2099 specimen strained from 0-5.6% total strain. 
Micro-strain determined by DIC measurements should be in close agreement with macro-strain 
measurements determined by an extensometer during uniform straining, prior to the onset of localized 
deformation (i.e. necking). As expected, the total strain accumulation for each strain inc ement, shown in 
the histograms of Figure 4.5, closely matched the extensometer readings across the gage length. Figure 
4.5 indicates that the DIC results are in good agreement with the macro-strains achieved and demonstrates 
that DIC has the ability to accurately resolve micro-scale strain and to examine localized v riations in 
strain.  
In addition, the DIC measurements matched the expected amount of strain received, based on 
microstructural orientations of grains prior to straining. The amount of strain expected in each grain 
relates to the Schmid factor of each grain, and the Schmid factor term, cos(λ)cos(θ), is related to resolved 
shear stress by Equation 4.1: 
                 4.1 
 
where  is the resolved shear stress,  the applied stress in tension, λ the angle between the tensile 
axis and the slip direction, and θ the angle between the tensile axis and slip plane normal. τnce  is 
greater than CRSS, the critical resolved shear stress, slip should occur on that particular slip system. 
Therefore, grains of higher Schmid factor are expected to experience slip at lower applied stress s and 
should receive more strain/deformation for a given total applied strain.  
Accordingly, grains and regions of higher Schmid factor received more strain, as calculated by 
DIC. Conversely, regions of lower Schmid factor corresponded to regions of lower measured strain. This 
relationship is demonstrated in Figure 4.6 for Alloy 2099 after straining to 3% total strain. Since Schmid 
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factor is traditionally defined for single crystals, it is important to note that the reverse relationship held 
true when examining Taylor factor since Taylor factor is inversely proportional to Schmid factor. 
Not only is strain related to initial grain orientation prior to deformation, but the amount of strain 
received is also based on other microstructural aspects, such as grain size. Considering specimens 
containing one or more large, recrystallized grains, the strain was clearly concentrated in the large grains. 
Large grains are softer and can accommodate more slip because less grain boundary area is present to 
disrupt and/or prevent movement of dislocations. As expected, the strain calculated by DIC was higher in 
large grains as demonstrated in Figure 4.7 and Figure 4.8. Note that the DIC software was unable to 
calculate strain at the edges of the strain maps because there was a loss of resolution at image edges due 
to the DIC camera zoom bellows. 
Overall, DIC was capable of measuring micro-strain due to the following factors: micro-strain 
evolution closely matched bulk extensometer strain readings, grains with higher Schmid factors 
corresponded to higher micro-strains, and large, soft grains received higher micro-strains. S  was 
monitored by DIC for both alloys in all strain conditions. 
4.1.3 Electron Backscatter Diffraction (EBSD) After Straining 
 
EBSD was performed a second time on all regions of interest after straining and aging. Inverse 
pole figure (IPF) maps were generated to observe changes in grain orientation from straining, and image 
quality maps (IQ) were generated to observe topographic features brought about by surface relief during 
straining. Notice the changes in grain orientation as a result of straining in Figure 4.9. 
4.1.4 Backscattered Imaging of Impurity Phases 
 
Upon artificial aging, constituent impurity phases were examined by scanning electron 
microscopy (SEM). Backscattered electron (BSE) imaging was employed to highlight the impurity phases 
because they have a higher average atomic number than the Al  matrix. 
Prior to examining regions of interest, separate specimens, not subject to the primary 
experimental pathway, were examined by BSE imaging (Figure 4.10). In both alloys, impurity phases of 
approximately 5 µm or larger were present at grain boundaries and triple points.  
Energy dispersive spectroscopy (EDS) was used to determine which impurity elements contribute 
to the coarse impurity phases (1.0 µm in diameter or larger) in Alloys 2099 and 2196. It was found that 






                (a) (b)                   
(c) (d) 
Figure 4.4 DIC attempt of Alloy 2099 showing (a) etched microstructure prior to speckling and 
deformation, (b) speckled microstructure after straining 3.5% along the tensile axis, (c) 
axial strain map calculated by DIC after straining 3.5%, and (d) overlay of images 
presented in (b) and (c). Nonrandom intensity distribution caused the dark regions circled 




(a) (b)     
(c) (d)     
(e) (f)      
(g) 
Figure 4.5 Axial strain maps and strain histograms calculated by DIC for total strains, as measured 







(a) (b)             
(c) (d) 
 Figure 4.6 Examination of the same region of Alloy 2099 showing (a) strain map after straining 3%, 
(b) image quality map prior to deformation highlighting grain boundaries, (c) strain map 
overlaid on image quality map prior to deformation, and (d) Schmid factor map overlaid 
on image quality map prior to deformation. In general, regions of higher Schmid factor, 
circled with dashed lines in (a), (c), and (d), accumulated more strain, and regions of 


















Figure 4.7 Examination of the same region of Alloy 2196 showing (a) strain map after straining 6%, 
(b) image quality map prior to deformation highlighting grain boundaries, (c) strain map 
overlaid on image quality map, and (d) Schmid factor map overlaid on image quality 



















Figure 4.8 Examination of the same region of Alloy 2099 showing (a) strain map after straining 6%, 
(b) image quality map prior to deformation highlighting grain boundaries, (c) strain map 
overlaid on image quality map, and (d) Schmid factor map overlaid on image quality 




















Figure 4.9 IPF maps overlaid on IQ maps for (a) 2099 prior to deformation, (b) identical regon 
shown in (a) after straining 2% and artificially aging, (c) 2196 prior to deformation, and 
















Figure 4.10 BSE images where impurity constituents appear light due to higher mass. All specimens 
were solution heat treated, strained, and artificially aged where (a)-(c) are Alloy 2099 





Figure 4.11 (a) EDS pattern of larger impurity constituent (b) BSE image of constituent phase in 2099 
(solution heat treated, strained 3%, and artificially aged) from which (a) was generated. 
 
Next, BSE imaging was performed on specimens of both alloys in all strain conditions after 
artificial aging. Images were taken within regions of interest, marked by the ion milled fiducial markers 
per Section 3.1.3. It should be noted that these regions were the same regions examined by EBSD prior to 
straining, DIC during straining, and EBSD again after straining and artificial aging. Examples of BSE 
images acquired are provided in Figure 4.12.  
Not surprisingly, the impurity phases within the regions of interest largely populated grain 
boundaries and grain boundary triple points. In particular, large impurity phases were often located at 
triple points, as demonstrated in Figure 4.13. 
The goal of taking BSE images was to determine whether or not impurity phases play a 
significant role on corrosion initiation or overall corrosion properties in third generation Al-Li alloys. 
Impurity elements such as Fe, Cu, and Mn have different galvanic potentials than Al, and are expected to 
contribute to galvanic corrosion. However, the extent of their contribution to corrosion depends on their 
corrosion potential (i.e. size of impurity phases and magnitude of galvanic potential difference), 
environment, and time in corrosive solution. Additionally, other factors, such as precipitation, amount of 





Figure 4.12 BSE images of (a) 2099 strained 1% and (b) 2196 strained 2% where impurity 
constituents display lighter contrast due to higher average atomic number. Ion milled 
fiducial markers in the four corners mark where initial EBSD scans were taken. 
 
(a) (b) 
Figure 4.13 BSE images taken after deformation overlaid on image quality maps collected prior to 
deformation of (a) 2099 strained 2% and (b) 2196 strained 1% where impurity 
constituents display lighter contrast due to higher average atomic number and grain 
boundaries appear dark due to low EBSD image quality. Large impurity phases at triple 
points are indicated with arrows. 
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4.1.5 Atomic Force Microscopy (AFM): Scanning Kelvin Probe Force Microscopy (SKPFM) 
 
Initial SKPFM measurements were taken using a Digital Instruments Dimension 3100 AFM in 
interleave mode. Surface potential measurements were taken on a / ’ σi-based superalloy and Al-Li 
alloy 2196 to evaluate the capability of the instrument (Figure 4.14). Even though the feedback loops for 
topographic and surface potential measurements are separate, topography appeared to greatly influence 
surface potential. Topography may have altered surface potential readings because sharp changes in 
topography could have brought the AFM tip closer to the surface laterally, even when the nap/lift height 
in the z-direction remained constant. Another possibility is that the feedback loops in the DI Dimension 




Figure 4.14 Comparison of (a), (c) topographic maps to (b), (d) surface potential maps collected by 
SKPFM using a Dimension γ100 AFM where (a), (b) were taken on a / ’ σi-based 
superalloy and (c), (d) were taken on Alloy 2196 strained 3% and artificially aged. 
 
All subsequent measurements were collected using an Asylum Research MFP-3D-Bio AFM. The 
effects of topography on surface potential were not pronounced when the MFP-3D-Bio AFM was used 
and indicates that the feedback loops for topography and surface potential were operating independently 
 55 
and that the nap/lift height chosen (40 nm) was appropriate.  As an example, the height features in the 
topographic map of Figure 4.15 for Alloy 2099 strained 3% and artificially aged do not appear to directly 




Figure 4.15 SKPFM of Alloy 2099 strained 3% and artificially aged showing (a) topographic map (b) 
surface potential map and (c) 3D overlaid image of (a) and (b). Height does not appear to 
significantly influence surface potential. 
 
In an effort to verify the validity of the SKPFM technique, SKPFM was performed on materials 
with known work functions. One SKPFM scan of 50 µm x 50 µm was taken on pure Ni polished to a 
mirror finish and one 50 µm x 50 µm scan was taken on a pure Y polished to a mirror finish. Ni and Y 
were chosen because their work functions are established, i.e., Ni has a relatively high work functin 
(5.04-5.35 eV) while Y has a relatively low work function (3.10 eV) in comparison to other elements. The 
median surface potential reading (i.e. VDC applied by the lock-in amplifier to zero the oscillation 
amplitude of the AFM tip) for the Ni scan was 0.213 ± 0.0569 V and the median potential for the Y scan 
was 0.508 ± 0.0569 V. The surface potential values recorded relate linearly to the work function 
difference between the conductive AFM tip and the sample surface. Since the work function for Ni and Y 
are known, the work function of the tip was solved for and found to be ~6.71 eV. 
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Next, a SKPFM scan was taken across a smooth P-doped CdTe/Au interface (Figure 4.16). The 
interface boundary was distinct, and the surface potential of P-doped CdTe was greater than that of Au. 
Since the work function of Au (5.10 eV-5.47 eV) is closer in value to that of the tip (~6.71 eV) than the 
work function of Ni (5.04 eV-5.35 eV), the median surface potential in the Au region should be less than 
the median surface potential recorded for pure Ni (0.213 ± 0.0569 V). In agreement, the median surface 
potential in the Au region was found to be 0.138 ± 0.0125 V. The ability of the SKPFM to clearly plot 




Figure 4.16 Surface potential map acquired by SKPFM of a P doped CdTe/Au interface in (a) 2D and 
(b) 3D where 3D features correspond to height. There is a distinct change in surface 
potential across the interface.  
 
SKPFM was performed within the regions of interest for both alloys for all strain conditions after 
specimens were examined by backscattered electron (BSE) imaging. For many specimens, a trend 
between surface potential and axial strain determined by DIC existed, and higher surface potentials w re 
associated with regions of higher strain.  Figures 4.17 and 4.18 illustrate these findings for Alloy 2099 
strained 9% and artificially aged and 2196 strained 1% and artificially aged. 
Even though, for some specimens, the surface potential appeared to directly correlate with the 
axial strain achieved, the SKPFM results were not always straightforward to interpret. For instance, 
surface conditions and minor contamination appeared to considerably alter the surface potentials, as 
demonstrated in Figure 4.19. In spite of the fact that experimental caution was taken when examining 
identical regions to avoid contamination, surface imperfections were still present on several specimens. 
Thus, measurements taken by SKPFM should be carefully considered in order to prevent making 
conclusions that are based on surface rather than material attributes. 
P doped CdTe Au 
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4.1.6 Atomic Force Microscopy (AFM): In-situ Tapping Mode Topography during Corrosion 
 
Following SKPFM, regions of interest from both alloys (2099 and 2196) in all strain conditions 
(0, 1, 2, 3, 6, and 9%) were examined by AFM in tapping mode as the regions corroded in artificial 
seawater per ASTM D1141-98. As a verification of the technique, a VLSI calibration grating with a 
nominal 10 µm x 10 µm pitch pattern with nominal depth of 180 nm was imaged in de-ionized water 
(Figure 4.20). The measured dimensions of the calibration standard agreed with the reported dimensions, 
indicating that the AFM cantilever was properly tuned in fluid and accurately tracked topography during 
the scan. The pitch standard scan demonstrated that the instrument is capable of taking high resolution
topography scans in solution. 
Regions of interest were continuously scanned, and scans were saved as corrosion proceeded. 
Two forms of corrosion occurred during the in-situ experiments: intergranular corrosion and pitting 
corrosion. Intergranular corrosion only occurred in specimens that were not strained (0% strain 
conditions) and intergranular corrosion did not occur in strained and artificially age specimens. For Alloy 
2099 in the 0% strain condition, pitting corrosion was the dominant corrosion mechanism. However, there 
was some evidence of intergranular corrosion, supported by Figure 4.21. Notice that this region is 
relatively limited, as indicated by the micron bars.  
Intergranular corrosion was the primary form of corrosion for Alloy 2196 in the 0% strain 
condition. Distinct grain boundaries were evident in the AFM images acquired during corrosion due to the 
deterioration of these boundaries, and the findings are displayed in Figure 4.22. 
Specimens of all other strain conditions exhibited pitting corrosion. One advantage of acquiring 
AFM scans in-situ was that growing pits could be monitored over time. An example of a widening pit is 
presented in Figure 4.23. Corrosion byproduct formed in and around the edges of pits and, as corrosion 
proceeded, the byproduct escaped from pits, resulting in larger pits. The growth of pits was directional, 
and in general, pits grew along the extrusion direction. 
For most specimens, appreciable corrosion events happened quickly, and oftentimes these events 
occurred within 30 min of immersion in artificial seawater. Visible corrosion events were observed in the 
AFM optical microscope and spread across the scanned regions (90 µm x 90 µm) within seconds. Signs 
of pitting initiation were apparent in the topographic AFM images, and pitting initiation was typicall  
observed at several locations within the regions of interest. After initiation, the pits grew at comparably 








 (a)  (b)
(c) 
Figure 4.17  (a) SKPFM map of Alloy 2099 after 9% strain and artificial aging, (b) strain map 
acquired by DIC after 9% strain, and (c) overlaid image of (a) and (b). Note that regions 



















 (a)  (b)
(c) 
Figure 4.18  (a) SKPFM map of Alloy 2196 after 1% strain and artificial aging, (b) strain map 
acquired by DIC after 1% strain, and (c) overlaid image of (a) and (b). Regions of higher 







Figure 4.19 Alloy 2196 after straining 2% and artificial aging (a) surface potential map acquired by 
SKPFM, (b) secondary SEM image, and (c) overlaid image of (a) and (b). Surface 
contamination clearly contributed to the observed surface potential. 
 
  




(a) (b) (c) 
Figure 4.21 Identical region of Alloy 2099 after solution heat treatment and artificial aging where (a) 
is a topographic image acquired by AFM after immersion in artificial seawater for 2.25 h, 
(b) is an inverse pole figure map overlaid on an image quality map acquired by EBSD 
prior to corrosion, and (c) is an overlaid image of (a) and (b). Dark black pits are present 




Figure 4.22 Identical region of Alloy 2196 after solution heat treatment and artificial aging where (a) 
is a topographic image acquired by AFM after immersion in artificial seawater for 2.3 h, 
(b) is an inverse pole figure map overlaid on image quality map acquired by EBSD prior 
to corrosion, and (c) is an overlaid image of (a) and (b). Grain boundary corrosion is 







(a) (b) (c) 
(d) (e) (f) 
Figure 4.23 Growing pit in Alloy 2099 strained 5.6% and artificially aged monitored by in-situ 
tapping mode topography as corrosion proceeds from (a)-(f) over a period of 3.25 h. The 




Figure 4.24 AFM topography scans of an identical region of Alloy 2196 strained 2% (a) in air prior to 
corrosion (b) after immersion in artificial seawater for 15 min, and (c) after immersion in 






Figure 4.25 Optical image of AFM cantilever scanning in solution where hydrogen was evolving near 
the scan region and interacting with the tip during the scan. 
 
There were many experimental challenges faced during the in-situ AFM corrosion studies. 
Tuning the AFM cantilever in fluid was not always straightforward since, in many cases, multiple 
resonance peaks existed. Additionally, corrosion byproduct and hydrogen gas evolution interacted with 
the AFM probe, and sometimes disturbed the tapping mode measurements (Figure 4.25). In particular, 
corrosion byproduct that stuck to the cantilever caused the tip to withdraw or prevented accurate 
scanning. When corroding for long periods of time, there were drastic changes in surface height and 
roughness, but scan parameters can only be adjusted manually. Without adjustment, continuous scanning 
often failed. Lastly, AFM tips dull with use, and continuous scanning regularly lead to a loss in image 
resolution.  
4.2 Additional Experimentation 
 
Additional experiments were conducted to gather complementary information about the alloys of 
interest and support the findings of the primary experimental pathway. Vickers hardness measurements 
were performed to examine the effects of aging and straining on properties, transmission electr 
microscopy (TEM) was used to study precipitation hardening, and bulk corrosion studies were conducted 
to verify the findings of the site-specific corrosion studies. The results are described in th  following 
sections. 
4.2.1 Vickers Hardness 
 
Vickers hardness measurements were performed on Alloys 2099 and 2196 before and after 
artificial aging (AA) for 60 h for various amounts of strain. The results are plotted in Figure 4.26. 
Hardnes measurements taken prior to AA are labeled “β196, no AA” (solid trend line) and “β099, no 





solution heat treatment for these conditions. For the artificially aged conditions labeled as “β196, AA” 
(solid trend line) and “β099, AA” (dashed trend line), straining was performed directly after solution heat 
treatment and prior to AA for 60 h. 
Additionally, measurements were taken for 2099 and 2196 in post-strained conditions. A post-
strain treatment consists of solution heat treating, quenching, AA, and straining after AA. For example, 
the “β009, AA+6%” condition represents the hardness of alloy β099 after solution heat treating, AA for 
60 h, and post-straining 6% after AA. Thermomechanical processing for post-straining treatments is 
provided in Figure 4.27. Post-strained hardness conditions are labeled as individual data points in Figure 
4.26. Hardness measurements were also taken for the as received (AR) alloys. Alloy 2196 was received in 
the T3511 condition and 2099 was in the T83 condition. As expected for age hardenable alloys, the 
hardness values for 2099 and 2196 were greater for every strain condition after AA for 60 h compared to 
the hardness prior to AA. The hardness values prior to AA increased as the amount of strain increased. 
Similarly, the hardness after AA increased with amount of pre-strain up to approximately 9%. Beyond 9% 
pre-strain, the hardness appeared to level off or even drop slightly.  
Data points for post-strained conditions of both alloys were not easily obtained. Many samples 
broke in the tensile frame grips during post-straining because AA increased the strength of the samples 
enough to significantly reduce ductility. Only three post-strained samples did not break in the grips for 
each alloy, and these samples represent the post-strained data shown in Figure 4.26. To obtain additional 
post-strained data points, it would be necessary to machine tensile samples with reduced gauge sections to
ensure local stresses in the grips would not cause failure. 
Examining the post-strained conditions for both alloys together, it is possible to deduce that post-
strained hardness closely followed pre-strained hardness after AA. In fact, the hardness values of 2099 
and 2196 in the 3% pre-strained and aged condition were almost identical to those of 2099 and 2196 in 
the “AA+γ%” post-strained condition. These results demonstrate that the increase in hardness with 
increase in strain for all conditions may largely be due to strain hardening from straining and not to an 
increase in the number, volume, or distribution of strengthening precipitates formed during aging. 
While Vickers hardness measurements may support findings of the density and distribution of Al -
Cu-Li strengthening precipitates, such as T1 (Al2LiCu), additional characterization is necessary for 














Figure 4.26 Vickers microhardness versus amount of pre-strain for Alloys 2099 and 2196. Error bars 













Additional Vickers hardness measurements were taken to produce hardening curves of Alloys 
2099 and 2196. The hardening responses during the AA treatment of alloys pre-strained to various 
degrees are plotted in Figure 4.28. The aging times and temperatures were per AMS2772E (121°C for 10-
14 h, 151°C 42-54 h). The results indicated that peak hardness for a 12% strain condition was reached 
before AA was completed according to AMS2772E, i.e., after approximately 46 h. 
 
 
Figure 4.28 Aging curves for Al-Li alloys 2099 and 2196 according to amount of pre-strain prior to 
AA. The first 12 hours of aging were performed at 121°C while the remaining 48 h were 
conducted at 151°C. Error bars show a 95% confidence interval. Each data point 
represents the average of at least 10 hardness indents. 
 
4.2.2 Transmission Electron Microscopy (TEM) 
 
Bright field images, dark field images, and selected area diffraction patterns (SADPs) were taken 
to identify the precipitates in the 2099 and 2196 alloys which were pre-strained up to 12% and artificially 
aged for 60 h. T1 (Al2LiCu) and δ’ (Al3Li) were present in both alloys for all pre-strained conditions aged 
for 60 h. δ’ (Al3Li) was present in all conditions including prior to artificial aging, whereas T1 (Al2LiCu) 
was not present for either alloy prior to artificial aging (AA). 
Figure 4.29 contains a SADP taken down the [011]Al zone of Alloy 2099 after SHT, no pre-strain, 
and AA for 60 h. Superlattice reflections from the δ’ phase and precipitate reflections from the T1 phase 
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were visible in addition to matrix reflections. Likewise, reflections from both T1 and δ’ were present in 
Alloy 2196 after solution heat treatment, 6% pre-strain, and AA for 60 h (Figure 4.30).
 
(a) (b) 
Figure 4.29 Calculated (a) and experimental (b) SADPs of Al-Li a loys containing the δ’ and the T1 
phase along the [011]Al axis. The calculated pattern in (a) is taken from the literature [16] 




Figure 4.30 Calculated (a) and experimental (b) SADPs of Al-Li a loys containing the δ’ and the T1 
phase along the [001]Al axis. The calculated pattern in (a) is taken from the literature [23] 
and the experimental pattern in (b) is from Alloy 2196 (SHT, 6% strain, AA 60 h). 
 
To further demonstrate the presence of T1 and δ’ in the alloys shown in Figures 4.β9 and 4.γ0, 
dark field images of the δ’ and bright field images of T1 were taken. Centered dark field images of the δ’ 
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precipitates were taken using a 100 δ’ reflection in Figure 4.31. σote that ’ (Al3Zr) cores enveloped by 
δ’ (Al3Li) shells were observed along with smaller δ’ precipitates.  
 
(a) (b) 
Figure 4.31 Centered dark field images of (a) 2099 (SHT, 0% strain, AA for 60 h) and (b) 2196 
(SHT, 6% strain, AA for 60 h) taken using a 100 superlattice reflection near an <011> 
matrix orientation. Note that the δ’ precipitates appear bright whereas the ’ cores appear 
slightly darker due to mass contrast.  
 
Bright field images from the same grain taken near the <011> of the matrix (Figure 4.32a) 
revealed the thin T1 plates that were oriented approximately 70.5° apart, consistent with them lying on the 
{111} habit planes that are parallel to the beam. These thin precipitates generated the 111 streaks in he 
SADP in Figure 4.29. The fringes seen in Figure 4.32a correspond to the thin T1 precipitates that lie on 
the other {111} planes that are inclined in this orientation. 
While T1 (Al2LiCu) was present in both alloys after AA, no T1 (Al2LiCu) superlattice reflections 
were seen in diffraction patterns of β099 and β196 prior to AA for 60 h. τnly δ’ (Al3Li) reflections were 
present in the unaged conditions (e.g., Figure 4.33). 
TEM was further employed to examine samples aged for 46 h (12 h at 121°C and 34 h at 151°C). 
An aging time of 46 h was chosen because the Vickers hardness measurements for samples strained 12% 
prior to aging demonstrated that peak hardness occurred after 46 h of AA instead of 60 h. For higher 
strain amounts, such as 12%, the number of strengthening precipitates is expected to be greatest around 
46 h. Also, the corrosion resistance is expected to be highest for peak aged tempers. 
When examined in the TEM, the δ’ (Al3Li) phase was present after 46 h of aging. Figure 4.34 is a 
centered dark field image highlighting the δ’ (Al3Li) phase.  
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Pre-straining should influence the amount and distribution of the T1 (Al2LiCu) precipitates since 
T1 (Al2LiCu) heterogeneously nucleates on dislocations, and the dislocation density of a material 
increases with cold work. However, it is of interest to determine the magnitude of this effect. The results 
in Figure 4.26 indicate the hardness increased with pre-strains up to about 9%, after which hardness 
remained relatively constant or decreased slightly. It may be useful to determine the amount of T1 
(Al 2LiCu) at various pre-strains and relate it to the hardness measurements taken. 
 
(a) (b) 
Figure 4.32 Bright field images showing the T1 precipitates: (a) Alloy 2099 (SHT, 0% strain, AA for 
60 h) taken near B=[011] and (b) Alloy 2196 (SHT, 6% strain, AA for 60 h) taken near 
B=[001]. 
 
To relate T1 (Al2LiCu) formation to the amount of pre-strain, it is important to know the relative 
amount of deformation which has occurred in the specific grains of interest during pre-straining. In a 
highly textured material, most grains should incur similar amounts of deformation because they will ave 
similar orientations and Schmid factors prior to deformation. EBSD was performed on a bulk s mple of 
2099 in the T4 temper. The resulting pole figures demonstrate that the 2099 sample was highly textured 
(Figure 4.35). Figure 4.36 is an inverse pole figure map where the texturing is also apparent. This sample 
was subsequently sectioned into tensile bars, strained various amounts, artificially aged, and used to make 
TEM foils. Although T1 (Al2LiCu) formation was examined in several grains, most grains should have 
experienced similar amounts of deformation with similar precipitation in each grain for the same pre-
strain condition due to the strong initial texture of the starting material in the T4 temper. 
To examine the difference in precipitate formation between the various pre-strain amounts, bright 
field images of T1 (Al2LiCu) near B=[111] were taken (Figure 4.37). Many images were taken for each 
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pre-strain condition; images were taken in different grains, at different magnifications, nd at various 
degrees of tilt from B=[111]. The images in Figure 4.37 are representative of precipitate distributions for 
the respective pre-strain values, and the images were taken at similar magnifications. 
 
 
Figure 4.33 SADP of 2196 in the T4 condition (no AA) taken down the [211 ]Al zone axis. Indices in 
italics represent δ’ superlattice reflections while those bolded represent primary 
reflections from the matrix. 
 
 
Figure 4.34 Centered dark field image of δ’ (Al3Li) in 2099 (SHT, 0% strain, AA for 46 h) taken 





Figure 4.35 Pole figures showing pole densities of 2099 in the T4 condition with {112}<111> Cu 
orientation texture. (a) (111) pole figure demonstrating the [111] extrusion direction, ED, 
and (b) (112) pole figure demonstrating the (112) extrusion plane. 
 
 
Figure 4.36 Inverse pole figure map of 2099 in the T4 condition. The similar coloring is 





(a) (b) (c) 
Figure 4.37 Bright field images taken near B=[111] for alloy 2099 in the (a) SHT, 3% strain, AA for 
46 h, (b) SHT, 6% strain, AA for 46 h, and (c) SHT, 12% strain, AA for 46 h conditions. 
 
By visual inspection of the TEM images obtained in Figure 4.37, it was concluded that the 
amount of T1 (Al2LiCu) increased significantly from a 3% pre-strained condition to a 6% pre-strained 
condition. However, by visual inspection alone, it was difficult to see a difference between the amount of 
T1 (Al2LiCu) in the 6% pre-strained condition and the 12% pre-strained condition. These findings agree 
with the pre-strained and aged hardness results for 2099 plotted in Figure 4.26. The increase in hardn ss 
between 3% and 6% pre-strains was greater than the increase in hardness between 6% and 12%. This may 
have occurred because the volume fraction of T1 (Al2LiCu) increased more significantly between the 3% 
and 6% pre-strains. 
4.2.3 Bulk Corrosion 
 
Bulk samples, sectioned from the tensile specimens used during the primary experimental 
pathway, were corroded in artificial seawater by alternate immersion for 3 h and direct immrs on for an 
additional 15 h. Of the scanning electron microscopy (SEM) images acquired, SEM images taken 
following the entire 18 h of corrosion were most informative and indicative of expected corrosion 
features.  
Prior to artificial aging, both alloys primarily exhibited intergranular corrosion for all strain 
conditions (Figure 4.38). The intergranular corrosion observed was not uniform across the entire sample 
surface but occurred locally. In addition to intergranular corrosion, Alloy 2099 in the 9% strain condition 
(Figure 4.38c) had some evidence of elongated pitting corrosion, and the elongated pitting was on the 






Figure 4.38 Corrosion after 18 h of (a) Alloy 2099 strained 0%, (b) Alloy 2099 strained 3%, (c) Alloy 
2099 strained 9%, (d) Alloy 2196 strained 0%, (e) Alloy 2196 strained 3%, and (f) Alloy 
2196 strained 9%. Samples were solution heat treated prior to straining but were not 
artificially aged. 
 
Upon artificial aging, pitting corrosion was the dominant corrosion mechanism for both alloys in 
all strain conditions (Figure 4.39). Low strain conditions had some evidence of intergranular corrosion, 
and intergranular corrosion was most apparent in the 0% strain conditions. In some cases, severe grain 
boundary corrosion was seen within regions of elongated pitting (Figure 4.39c), indicating that pitting or 
 75 
general corrosion occurred both inter- and intragranuarly. Uniform corrosion on the surface was also 





Figure 4.39 Corrosion after 18 h of (a) Alloy 2099 strained 0%, (b) Alloy 2099 strained 3%, (c) Alloy 
2099 strained 9%, (d) Alloy 2196 strained 0%, (e) Alloy 2196 strained 3%, and (f) Alloy 
2196 strained 9%. Samples were artificially aged. 
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Elongated pitting corrosion was observed in all artificially aged samples strained at least 1% 
(Figure 4.40). This observation is consistent with the literature discussed in Section 2.4.1. The pitted 
region in Figure 4.40 also contains what appears to be deep grain boundary corrosion. These findings 
suggest that intergranular corrosion and pitting corrosion are not always separate phenomena. 
 
 
Figure 4.40 Corrosion after 18 h of Alloy 2196 strained 2% and artificially aged. Elongated pitting 





CHAPTER 5: DISCUSSION 
This chapter serves to address the three engineering questions posed in the introduction. The first 
engineering question was as follows: where does corrosion initiate and how does corrosion proceed in 
Alloys 2099 and 2196? The first section of this chapter considers this question by discussing the location 
of corrosion. The second engineering question posed was: can corrosion be predicted? The second section 
of this chapter evaluates scanning Kelvin probe force microscopy (SKPFM) as a method for pre icting 
corrosion. The third and final question posed was: can corrosion be prevented? The last section of this 
chapter poses possibilities for corrosion prevention. 
5.1 Location of Corrosion 
 
The site-specific in-situ atomic force microscopy (AFM) study aimed to locate corrosion 
initiation and determine how corrosion proceeds over time. The AFM topographic information was 
compared to information collected from previous characterization techniques performed on identical 
regions in order to determine which microstructural aspects influence corrosion properties most 
significantly. 
As discussed in Section 4.1.6, intergranular corrosion was observed for both alloys in the 0% 
strain condition, and intergranular corrosion was most severe in Alloy 2196 (Figures 4.21 and 4.22). The 
dominant corrosion mechanism in all specimens other than Alloy 2196 in the 0% strain condition was 
localized pitting corrosion.  
Comparing the AFM topographic maps to image quality (IQ) maps collected by electron 
backscatter diffraction (EBSD) prior to straining, deep pitting was often present along grai  boundaries 
and at grain boundary triple points. One example is provided in Figure 5.1 for Alloy 2099, which was 
strained 3% and artificially aged. Pitting is represented by dark features in the AFM topographic im ge 
after corrosion because pits advance into the depth of the surface and become low topographic features. 
Furthermore, pitting initiation pathways appear light due to corrosion byproduct escaping the surface as 
corrosion proceeds. Deep pitting is visible at grain and subgrain boundaries and triple points, and pitting 
initiation extends along grain boundaries. 
Additionally, discrete pits in Alloy 2099 after straining 9%, artificially aging, and corroding for 9 





(b (c) (d) 
Figure 5.1 Grain boundary pitting in Alloy 2099 in the 3% strain and artificially aged condition 
where (a) is an AFM topographic image taken in air prior to corrosion, (b) is an AFM 
topography image taken in artificial seawater after corroding the region for 15 h, (c) is an 
IQ map acquired by EBSD prior to deformation highlighting existing grain and subgrain 
boundaries, and (d) is an overlay of (b) and (c). The resulting image in (d) demonstrates 
that pitting occurs at grain and subgrain boundaries. 
 
(a)    
… (c) (d) 
Figure 5.2 Grain boundary pitting in Alloy 2099 in the 9% strain and artificially aged condition 
where (a) is an AFM topographic image taken in air prior to corrosion, (b) is an AFM 
topography image taken in artificial seawater after corroding the region for 9 h, (c) is an 
IQ map acquired by EBSD prior to deformation highlighting existing grain and subgrain 
boundaries, and (d) is an overlay of (b) and (c). The resulting image in (d) demonstrates 
that pitting occurs at grain and subgrain boundaries. 
 
As a third example, rows of pits developed along the elongated grain boundaries of Alloy 2196 
after straining 2%, artificially aging, and corroding for 4 h in artificial seawater. As shown in Figure 5.3, 




the same region prior to deformation. Although pitting initiated at grain boundaries, it is important t  note 
that several pits grew out from grain boundaries into adjacent grains.  
 
  (a) (b)
(c) (d) 
Figure 5.3 Grain boundary pitting in Alloy 2196 in the 2% strain and artificially aged condition 
where (a) is an AFM topographic image taken in air prior to corrosion, (b) is an AFM 
topography image taken in artificial seawater after corroding the region for 4 h, (c) is an 
IQ map acquired by EBSD prior to deformation highlighting existing grain boundaries, 
and (d) is an overlay of (b) and (c). Pits and corrosion byproduct are primarily along 
grain boundaries. 
 
Upon pit formation at grain boundaries, pitting growth appeared to be influenced by the amount 
of micro-strain received during straining. As is apparent in Figure 5.4, the location of the deepest
elongated pit corresponded to the region of the highest localized strain, represented by the strain map 
acquired by 2D micro-digital image correlation (DIC). Secondary pitting was also observed in regions of 
relatively high strain. 
The relationship between local strain and pitting held true for many specimens; localized pitt ng 
correlated with regions of higher strain, even when severe, deep pitting was not observed. For example, 
for Alloy 2196 strained 9%, artificially aged and corroded for 1.5 h in artificial seawater, the areas of 
highest strain, indicated in red in the strain map, showed evidence of shallow pitting (Figure 5.5), even 
when the time of exposure to seawater was relatively short (1.5 h). The pits appeared elongated along the 







Figure 5.4 Alloy 2099 in the 3% strained and artificially aged condition where (a) is an AFM 
topography image taken in air prior to corrosion, (b) is an AFM topography image taken 
in artificial seawater after corroding the region for 15 h, (c) is the axial strain m p 
calculated at 3% final strain by DIC, and (d) is an overlaid image of (b) and (c). Deep 
pitting is indicated with arrows in (b). 
 
Highly localized strain also appeared to be a good indicator of uniform corrosion in addition to 
localized corrosion. Considering the specimen of Alloy 2099 after straining 6%, artificially aging, and 
corroding for 1.5 h in artificial seawater, high localized strain occurred within a valley of the broader 
surface of interest, as demonstrated in Figure 5.6. The depth of this feature indicates that uniform 
corrosion may have occurred at this location. However, this conclusion is somewhat speculative because 
the valley mentioned existed in the AFM topographic image prior to the onset of corrosion, and the depth 






Figure 5.5 Alloy 2196 in the 9% strained and artificially aged condition where (a) is an AFM 
topography image taken in air, prior to corrosion, (b) is an AFM topography image taken 
in artificial seawater after corroding the region for 1.5 h, (c) is an axial strain map 
calculated at 9% final strain by DIC, and (d) is an overlaid image of (b) and (c). Pitting 
corrosion is circled in (b). 
 
A more convincing example of higher strain corresponding to uniform corrosion is provided in 
Figure 5.7 for Alloy 2099 after straining 1%, artificial aging, and corroding in artificial se water for a 
longer period (19.25 h). In this specimen, there was some evidence of deep pitting, but a sizable region of 
corrosion was more uniform in appearance. Both pitting and uniform corrosion occurred in regions of 
relatively high strains, indicated by red coloring in the strain map provided. 
One reason a specific region may have accumulated more strain than neighboring grains is due to 
grain size. In general, large grains received more strain during deformation because large grains do not 
provide as much grain boundary resistance to dislocation movement. This trend was discussed in Section 
4.1.2. Since, in general, areas of higher strain corroded, it would be expected that large grains would also 
preferentially corrode. Experimentally, this expectation held true.  
Large grains appeared to exhibit dramatic pitting and uniform corrosion. Figure 5.8 considers 
microstructural aspects of the specimen shown in Figure 5.6. The region that possibly exhibited uniform 





(a)   (b) 
(c) (d)………… 
Figure 5.6 Alloy 2099 in the 6% strained and artificially aged condition where (a) is an AFM 
topography image taken in air prior to corrosion, (b) is an AFM topography image taken 
in artificial seawater after corroding the region for 1.5 h, (c) is an axial strain map 
calculated at 6% final strain by DIC, and (d) is an overlaid image of (b) and (c). Pitting 
corrosion is circled in (b) and the possible location of uniform corrosion is outlined by a 
dashed line in (b). 
 
The effect of grain size on corrosion was even more apparent in the specimen shown in Figure 
5.7. The microstructural influence on corrosion is examined in Figure 5.9, and the considerable area of 
uniform corrosion occurred in one, original large grain. Not only did the large grain completely corrode, 
but the corrosion continued to advance from the large grain into the surrounding smaller grains. 
Severe pitting also occurred preferentially in large grains, as observed in Alloy 2196 strained 6%, 
artificially aged, and corroded for 3 h in artificial seawater (Figure 5.10). Individual, deep pits were 
observed within the largest grain in the site-specific region examined, and the severity of the pitting is 
apparent by the scale of the AFM topographic image. 
Backscattered electron (BSE) images were taken from regions of interest to identify impurity 
phases in each specimen. The BSE images were compared to the AFM topography measurements from 
corrosion to determine whether impurity phases play an important role on corrosion properties of third 
generation Al-Li alloys. Although secondary impurity phases are known to lower corrosion resistance, 
this effect was minimal or nonexistent in the relatively short-term AFM corrosion studies conducted as 
Tensile Axis 
 83 
part of this research. Corrosion did not seem to specifically occur at sites of impurities, and the presence 
of impurities did not appear to alter the overall corrosion resistance. For example, the large pits in Figure 
5.11 do not directly align with the impurity phases in the BSE images from the same region. 
Impurities did not appear to influence corrosion in other specimens as well, including 2196 
strained 9% and artificially aged, shown in Figure 5.12. Elongated pitting did not consistently initiate near 
or follow regions populated by impurity phases. 
As a final example, the presence of impurity phases did not noticeably contribute to corrosion in 
Alloy 2196 strained 2% and artificially aged (Figure 5.13). Elongated pitting was very evident in this 
specimen but was not associated with these impurity phases. 
In summary, intergranular corrosion was prevalent in both alloys in the 0% strain condition, and 
intergranular corrosion was the dominant form of corrosion for Alloy 2196 in the 0% strain condition. For 
all specimens except Alloy 2196 in the 0% strain condition, pitting corrosion was dominant. Pitting 
corrosion initiated at grain boundaries and, for many specimens, independent pits occurred along grain 
and subgrain boundaries and at triple points. Localized pitting and generalized corrosion also occurred in 
regions of high local strain produced during straining, and higher local strain consistently led to lowered 
corrosion resistance. As expected, based on the axial strain observations, large grains were highly 
detrimental to corrosion properties given that they corroded and pitted preferentially when compared to 
the smaller, unrecrystallized grains. Lastly, impurity phases identified by BSE imaging did not appear to 
significantly influence general corrosion or pitting behavior.  
5.2 Prediction of Corrosion by Scanning Kelvin Probe Force Microscopy (SKPFM) 
 
The SKPFM technique was implemented to determine whether or not surface potential 
measurements relate to corrosion. In the event of a real relationship, one of the research goals was to 
develop a pseudo-Galvanic series based on surface potentials from SKPFM to aid in predicting where 
corrosion occurs and how quickly corrosion proceeds.   
In specimens where surface potentials from SKPFM closely matched strain (refer to Section 
4.1.5), regions of high potential appeared to corrode at the expense of low potential regions. However, in 
many specimens, the relationship between surface potential and corrosion properties was less obvious. 
For instance, when considering Alloy 2099 strained 1%, artificially aged, and corroded for 19.25 h in 
artificial seawater, the corroded regions were loosely associated with regions of relatively high surface 
potential (Figure 5.14). These regions are circled with solid lines in Figure 5.14. However, this trend was 
inconsistent as some regions with low surface potentials still corroded preferentially; one such rgion is 
circled with a dashed line in Figure 5.14. 
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As mentioned in Section 4.1.5, surface contamination influenced surface potential measurements. 
In addition to contamination, minor scratches occasionally played a role in surface potential readings. In 
Figure 5.15, high potentials appear aligned with scratches/linear features of the AFM topography images 
for Alloy 2099 strained 6% and artificially aged. Even when ignoring this, a relationship between 
corrosion and surface potential for this specimen was not easily distinguished. 
Oftentimes, linear or almost-linear features of high surface potential did not appear to b  
associated with scratches or visible surface defects detected by AFM or SEM. One of these features is 
pointed out in Figure 5.16. Subsurface deformation from polishing may have influenced the surface 
potential measurement in this case. Again, no obvious relationship between surface potential and 
corrosion existed in Alloy 2196 strained 9% and artificially aged (Figure 5.16). 
In a couple of cases, a reverse trend between surface potential and corrosion was observed, i.e. 
regions of relatively low surface potential corroded instead of regions of high potential ( .g., Figure 5.17). 
Contrary to the findings for most specimens, low surface potentials were associated with high strains for 
the specimen examined in Figure 5.17.  
For all specimens, DIC strain maps were more effective at predicting corrosion than surface
potential maps. High micro-scale strain consistently led to greater corrosion, whereas micro- cale surface 
potential measurements were inconsistent. Even in cases where regions of high surface potential received 
high strains, the relationship between strain and corrosion was more apparent than the relationship 
between surface potential and corrosion.  
In spite of the fact that surface potential maps did not provide dependable results for accurately 
predicting corrosion on a micro-scale, statistical information was collected for entire SKPFM scans (90 
µm x 90 µm) to examine broader, not site-specific, corrosion implications. Under the assumption that 
surface potential differences directly relate to voltage potential differences during corrosion (i.e. galvanic 
potentials), large differences in surface potential theoretically promote galvanic corrosion. T  
quantitatively examine the extent of surface potential variation within a scan, the arithmetic average of the 
absolute values of deviation from the mean surface potential was calculated for each specimen. This 
surface potential calculation is the SKPFM equivalent to an average roughness calculation for 
topographic measurements and is given by: 
                  5.1 
 
where Ra is the variation in surface potential (i.e. average roughness of the surface potential 
measurement), n is the number of surface potential data points, and y is the surface potential deviation
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from the mean. The calculated results are plotted in Figure 5.18. Larger variations in surface potential
(higher Ra) should have lower galvanic corrosion resistance and vice-versa. Therefore, Ra calculations 
from SKPFM predicts 0% strain conditions have the worst corrosion resistance and macro-strains 
between 0% and 3% have the best corrosion resistance for both alloys. This is in agreement with the 
literature and qualitative corrosion data obtained from the in-situ AFM measurements during corrosion. 
The large error associated with this calculation may be due, in part, to surface potential utliers from 
contamination or scratches. Nonetheless, any conclusions drawn from the surface potential average 
roughness calculations should be evaluated with considerable caution. 
5.3 Possibilities for Corrosion Prevention 
 
Based on the findings of this research, there are many possibilities to explore in order to reduce or 
eliminate corrosion.  For example, in-situ atomic force microscopy (AFM) tapping mode measurements 
during corrosion demonstrated that both alloys in the 0% strain conditions underwent intergranula  
corrosion. This is in agreement with the bulk corrosion studies, which also showed that intergranular 
corrosion was an issue in unstrained and artificially aged specimens. Intergranular corrosion in third 
generation Al-Li alloys has been commonly attributed to T1 (Al2CuLi) precipitation at grain boundaries; it 
is known that T1 heterogeneously nucleates at grain and subgrain boundaries and within grains during 
artificial aging. Unstrained specimens, with lower dislocation densities within the matrix, tend to 
preferentially precipitate T1 at grain and subgrain boundaries [21], [41]. It is accepted that boundary and 
subgrain boundary dissolution occurs by localized galvanic attack of Cu-containing precipitates, such as 
T1, and that T1 acts as a local anode during corrosion [68], [69]. Straining introduces matrix dislocations 
and provides heterogeneous nucleation sites for T1 p ecipitation within grains. Numerous studies have 
shown that straining prior to aging promotes the precipitation of T1 within grains [3], [21], [69]. 
Therefore, to reduce or eliminate intergranular corrosion, it appears that alloys should be strained prior to 
aging.  
Interestingly, Alloy 2196 in the 0% strain condition exhibited more severe intergranular corrosion 
than Alloy 2099. It is speculated that Ag additions in the presence of Mg promote T1 f rmation in 2XXX 
series Al-Li alloys, and it is possible that the Ag additions in 2196 enhanced T1 formation on grain 
boundaries when Alloy 2196 was not strained. If Ag does increase the volume fraction of T1 along grain 
boundaries when 2196 is not strained, Ag should not be added if any regions of the components will not 
receive strain during stretch forming processes. Additionally, it is known that Zn additions lower the 
galvanic potential of the matrix because Zn additions cause grain boundary precipitates to be closer to the 
potential of the matrix [45]. Alloy 2099 contains more Zn, which could explain why Alloy 2099 is less 
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susceptible to intergranular corrosion than Alloy 2196. As a consideration, more Zn could be added to 
Alloy 2196. 
The AFM corrosion results in combination with axial strain maps acquired by 2D micro-digital 
image correlation (DIC) demonstrated that corrosion occurs in regions of relatively high stra n. It is 
anticipated that T1 precipitates at dislocations, and regions of high strain should contain more 
dislocations. Therefore, regions of high strain should also accumulate more T1 during aging, and the 
presence of T1 may cause specific grains or regions to act as preferential anodes compared to the 
surrounding matrix. The contribution of T1 to corrosion is in agreement with the bulk corrosion studies 
performed. Unaged specimens are not expected to contain age-hardening precipitates, such as T1, and the 
majority of the unaged specimens exhibited intergranular corrosion, not localized attack corresponding to 
regions of high micro-strain. High strain conditions for unaged specimens (Figure 4.38c) had some 
evidence of elongated pitting, which suggests high, localized micro-strain (without T1 precipitation) can 
also influence corrosion resistance. It is probable that, in artificially aged specimens, regions of high 
micro-strain corroded as a result of a combined effect of T1 precipitation and high micro-strain 
accumulation. 
One possibility to prevent large differences in micro-strain from grain to grain is to promote 
texture during primary processing. If grains are all of similar orientation prior to straining, it is expected 
that most grains will incur a similar amount of strain during deformation. However, texture can be 
detrimental due to anisotropy in other properties, such as fracture toughness and tensile propertis. A 
method to develop texture only at the surface to prevent pitting initiation as a result of Na+ exposure 
without degrading other properties would be ideal. A couple of possibilities for creating a surface texture 
are to add a recrystallization heat treatment or to explore compositionally graded alloys where elements 
known to promote texture, such as Zr (effective at pinning grain boundaries), are compositionally higher 
near the surface. 
It was also shown in this study that large, recrystallized grains among unrecrystallized grains 
preferentially and severely corroded by uniform and pitting corrosion and were extremely detrimental to 
corrosion properties. Although some Zr is added to 2099 and 2196 to prevent recrystallization during 
processing, it is possible that the amount of Zr or other recrystallization inhibitors (Cr, Sc, La, etc) should 
be increased. Additionally, dynamic recrystallization could possibly be prevented by better controlling the 
temperature, extrusion ratio and ram speed during extrusion.  
Lastly, surface potential average roughness values calculated from scanning Kelvin probe force 
microscopy (SKPFM) measurements predicted that corrosion resistance is highest for strains be ween 0% 












Figure 5.7 Alloy 2099 in the 1% strained and artificially aged condition where (a) is an AFM 
topography image taken in air prior to corrosion, (b) is an AFM topography image taken 
in artificial seawater after corroding the region for 19.25 h, (c) is an axial strain map 
calculated at 1% final strain by DIC, and (d) is an overlaid image of (b) and (c). Pitting 
corrosion is indicated with an arrow (b) and uniform corrosion is outlined by a dashed 



















Figure 5.8 Corrosion of one, single large grain in Alloy 2099 strained 6% and artificially aged. 
Images shown are (a) an AFM topography image taken in air prior to corrosion, (b) an 
AFM topography image taken in artificial seawater after corroding the region for 1.5 h, 





















Figure 5.9 Corrosion of one, single large grain in Alloy 2099 strained 1% and artificially aged. 
Images shown are (a) an AFM topography image taken in air, prior to corrosion, (b) an 
AFM topography image taken in artificial seawater after corroding the region for 19.25 h, 






















Figure 5.10 Deep, severe pitting concentrated in a single, large grain of Alloy 2196 strained 6% and 
artificially aged. The pitting is examined by comparing (a) an AFM topography image 
taken in air, prior to corrosion, (b) an AFM topography image taken in solution after 
corroding for 3 h in artificial seawater, (c) IQ map acquired by EBSD prior to 




















Figure 5.11 Comparison of impurity phases to corrosion features in Alloy 2099 strained 0% showing 
(a) an AFM topography image taken in artificial seawater after corroding for 6 h 40 min, 
(b) impurity phases (lighter due to mass contrast) imaged by BSE, and (c) overlaid image 
of (b) and (c). Dark pits in (a) do not closely match impurities, several of which are 



















Figure 5.12 Comparison of corrosion features to impurity phases in Alloy 2196 strained 9% and 
artificially aged where (a) is an AFM topography image taken after corroding the 
specimen in artificial seawater for 1.5 h, (b) is a BSE image from this region, and (c) is 
an overlaid image of (a) and (b). Regions containing impurities did not appear to corrode 



















Figure 5.13 Comparison of corrosion features to impurity phases in Alloy 2196 strained 2% where (a) 
is an AFM topography image taken after corroding the specimen in artificial seawater for 
4 h, (b) is a BSE image from this region, and (c) is an overlaid image of (a) and (b). 
Regions containing impurities did not corrode, and several of these specific regions are 


















Figure 5.14 Identical region of Alloy 2099 strained 1% and artificially aged showing (a) an AFM 
topography image taken in air prior to corrosion, (b) an AFM topography image taken in 
artificial seawater after corroding for 19.25 h, (c) surface potential map acquired by 
SKPFM, and (d) overlaid image of (b) and (c). Two areas of relatively high surface 
potential are circled with solid lines and one region of low surface potential is circled 

















(a)  (b) 
(c) (d)………………. 
Figure 5.15 Identical region of Alloy 2099 strained 6% and artificially aged showing (a) an AFM 
topography image taken in air, prior to corrosion, (b) an AFM topography image taken in 
artificial seawater after corroding for 1.5 h, (c) surface potential map acquired by 
SKPFM, and (d) overlaid image of (b) and (c). Clearly surface scratches/features 

















(a)   
(c) (d)…………… 
Figure 5.16 Identical region of Alloy 2196 strained 9% and artificially aged showing (a) an AFM 
topography image taken in air, prior to corrosion, (b) an AFM topography image taken in 
artificial seawater after corroding for 1.5 h, (c) surface potential map acquired by 
SKPFM, and (d) overlaid image of (b) and (c). A high surface potential feature not 















(a)   (b) 
(c) (d)……………… 
(e)   (f) 
Figure 5.17 Identical region of Alloy 2196 strained 6% and artificially aged showing (a) an AFM 
topography image taken in air, prior to corrosion, (b) an AFM topography image taken in 
artificial seawater after corroding for 1.5 h, (c) surface potential map acquired by 
SKPFM, (d) overlaid image of (b) and (c), (e) overlaid surface potential and image 
quality map, and (f) overlaid axial strain and image quality map. Contrary to most 
specimens, regions of low surface potential corroded and regions of low surface potential 
















Figure 5.18 Surface potential average roughness as a function of total strain amount in Alloys 2099 
and 2196. Based on the data plotted, corrosion resistance is expected to be greatest 
between 0% and 3% strains, indicated by the drop in surface potential average roughness. 
Error bars account for the entire spread in calculated average roughness across all AFM 




CHAPTER 6: SUMMARY AND CONCLUSIONS 
The primary experimental pathway for this research revolved around thoroughly characterizing 
single, site-specific regions of third generation Al-Li Alloys 2099 and 2196 to investigate and understa  
micro-scale corrosion properties. Alloys were characterized by electron backscatter diffraction (EBSD), 
2D micro-digital image correlation (DIC), backscattered electron (BSE) imaging, and scning Kelvin 
probe force microscopy (SKPFM) in order to determine the effects of microstructure and grain 
orientation, localized strain received during straining, impurity phases, and surface potentials on 
corrosion, respectively. Micro-scale corrosion was studied by tapping mode atomic force microscopy 
(AFM) to observe topographic changes as corrosion occurred in-situ. 
Mechanical polishing of Alloys 2099 and 2196 is difficult because these alloys have a relatively 
soft Al matrix and relatively hard strengthening precipitates, and these alloys contain Li, which is 
chemically active. To adequately prepare alloy surfaces for EBSD, shallow ion milling was performed in 
a focused ion beam (FIB) using a low beam current, and ion polishing significantly improved EBSD 
image quality.  
EBSD revealed inconsistent grain sizes throughout Al-Li extrusions. Small, unrecrystallized 
grains are the desired microstructure. However, many regions contained large, recrystallized grins; in 
some sections, recrystallized grains were the dominant microstructure. Although tensile specimens with 
completely recrystallized grains were experimentally excluded, several regions of interest considered 
contained at least one large grain. 
Another finding of this research is that DIC is capable of tracking micro-strain evolution. Local 
strain measured by DIC matched macro-strain imparted, as recorded by a bulk extensometer. Initial g ai  
orientation was taken into consideration, and as expected, grains with higher Schmid factor received
higher local strain during straining. Initial grain size also played a role in the evolution of micro-strain, 
and strain locally accumulated in large, soft grains.  
Surface potential measurements from SKPFM were not straightforward to interpret. In general, 
high surface potential related to high strain, but this trend was not consistently observed, and in some 
cases, regions of low strain were higher in surface potential. Surface potential measurements were highly 
sensitive to contamination, defects, and scratches, and the influence of surface flaws on surface potentials
did not aid in predicting corrosion. The magnitude of overall corrosion resistance was evaluated by 
calculating surface potential average roughness, and the average roughness calculations predicted highest 
corrosion resistance for strains greater than 0% but less than 3%. This prediction should not be considered 
absolute because the calculation error was substantial.  
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Several major conclusions arose as a result of the in-situ AFM topography measurements: 
1. There was evidence of intergranular corrosion for both alloys in the 0% strain condition. 
Pitting corrosion was the dominant corrosion mechanism for all specimens except Alloy 2196 
strained 0%. 
2. Pitting initiated at grain boundaries and individual pits commonly developed at grain and 
subgrain boundaries. Pitting commonly proceeded to grow into specific grains. 
3. Regions of high micro-strain preferentially corroded. High micro-strain resulted from grain 
orientation prior to deformation and grain size. With this, the presence of large grains among 
smaller, unrecrystallized grains was highly detrimental to corrosion properties. Large grains 
were locally targeted and deteriorated by pitting and uniform corrosion. 
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CHAPTER 7: FUTURE WORK 
Due to time constraints associated with combining many advanced characterization techniques, 
the sample size for this research was limited. For each strain condition, only one specimen of each alloy 
was subjected to the primary experimental pathway. To increase the statistical significance, it would be 
prudent to repeat the experiments. Examining many specimens of the same alloy in the same strain 
condition (% macro-strain) could aid in developing a meaningful quantitative description of corrosion, 
indicative of the type and extent of corrosion expected for each strain. With experimental repetition, it 
may also be possible to accurately calculate the minimum orientation deviation between grains or the 
minimum micro-strain gradient required to initiate corrosion. 
Although numerous studies have confirmed the expected amount and type of precipitation in third 
generation Al-Li  alloys, transmission electron microscopy (TEM) could be further employed to 
quantitatively identify amounts of precipitates, such as T1(Al 2CuLi) and δ’ (Al3Li), at grain boundaries 
and within grains. In particular, focused ion beam (FIB) lift-outs could be taken in regions of high and 
low micro-strain to confirm whether T1 is more prevalent in grains of higher strain. Additionally, the 
amount of T1 at grain boundaries is of interest, particularly in the 0% strain conditions, because it is 
speculated that T1 at grain boundaries is the cause of intergranular corrosion. 
One important finding of this research was that regions of high micro-strain preferentially 
corroded. Both the amount of deformation/dislocations and the amount of T1 precipitation is expected to 
be higher in regions of higher micro-strain. To reduce the galvanic corrosion potential between 
neighboring grains, one possibility is to ensure grains receive a similar amount of strain during straining. 
One way to achieve this is through texture because heavily textured materials have grains of similar 
orientation (i.e. similar Schmid and Taylor factors prior to deformation). However, texture leads to 
anisotropy in mechanical properties. A technique to promote surface texture without encouraging sharp 
texture in the interior of extrusions would be ideal. One idea for future work is to explore recystallization 
texture (for these alloys, recrystallization textures of cube, Cu, and Goss (G) are common) by heat 
treating the surface of extrusions. Another possibility would be to experiment with compositionally 
graded alloys where elements known to promote texture, such as Zr (effective at pinning grain 
boundaries), are compositionally higher near the surface. 
Since regions of higher micro-strain preferentially corroded, the presence of large, recrystallized 
grains in a mostly unrecrystallized microstructure was detrimental to corrosion properties because large 
grains accumulated more micro-strain during straining. To prevent corrosion, it may be necessary to 
control extrusion parameters or increase the content of recrystallization inhibitors.  
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In this research, EBSD was used to identify completely recrystallized regions within Alloy 2099 
and Alloy 2196 extrusions upon solution heat treatment (T4 temper condition). Although recrystallized 
regions were not studied in-depth, large grains are detrimental to strength and ductility and do not provide 
the optimum combination of properties in these alloys. Thus, even without taking corrosion properties 
into consideration, future research should be conducted to understand the independent and combined 
effects of extrusions parameters such as temperature, extrusion ratio, and ram speed on dynamic 
recrystallization in order to prevent recrystallization. Computational modeling could be helpful in 




CHAPTER 8: REFERENCES 
[1] P. Lequeu, “Advances in Aerospace: Aluminum,” vol. Alcan Aero, no. February, pp. β007–2009, 
2008. 
 
[2] C. J. Peel, “The Development of Aluminum Lithium Alloys: An τverview,” in New Light Alloys, 
1984, pp. 1–1, 1–34. 
 
[3] R. J. Rioja and J. Liu, “The Evolution of Al-Li Base Products for Aerospace and Space 
Applications,” Metall. Mater. Trans. A, vol. 43, no. 9, pp. 3325–3337, Mar. 2012. 
 
[4] P. σiskanen, T. H. Sanders, J. G. Rinker, and M. Marek, “Corrosion of aluminum alloys 
containing lithium,” Corros. Sci., vol. 22, no. 4, pp. 283– 04, Jan. 1982. 
 
[5] W. Support and τ. A. From, “International Alloy Designations and Chemical Composition Limits 
for Wrought Aluminum and Wrought Aluminum Alloys,” no. April β006, β009. 
 
[6] D. G. Callister, William D., Rethwisch, Fundamentals of Materials Science and Engineering: An 
Integrated Approach, 3rd ed. Hoboken, NJ: John Wiley & Sons, 2008. 
 
[7] τ. Reuleaux, “Scleron Alloys,” Z. Met., no. 16, pp. 436–437, 1924. 
 
[8] I. M. Le Baron, “US Patent βγ81β19- Aluminum Alloy,” 1945. 
 
[9] N. E. Prasad, A. A. Gokhale, and R. J. . Wanhill, Aluminum-Lithium Alloys. Waltham, MA: 
Elsevier, 2014. 
 
[10] E. A. Starke and J. T. Staleyt, “Application of Modern Aluminum Alloys to Aircraft,” Prog. 
Aerosp. Sci., vol. 32, no. 95, pp. 131– 72, 1996. 
 
[11] E. A. Starke and E. S. Lin, “The Influence of Grain Structure on the Ductility of the Al-Cu-Li -Mn-
Cd Alloy β0β0,” Metall. Mater. Trans. A, vol. 13, no. December, pp. 2259–2269, 1982. 
 
[12] I. σ. Fridlyander, A. . Bratukhin, and V. G. Davydov, “Soviet Al-Li Alloys of Aerospace 
Applications,” in Sixth International Aluminum-Lithium Conference, 1992, pp. 35–42. 
 
[13] J. R. Pickens, F. H. Heubaum, T. J. Langan, and L. S. Kramer, “Al-(4.5-6.3)Cu-1.3Li-0.4Ag-
0.4Mg-0.14Zr alloy weldalite 049,” in Aluminum-Lithium Alloys, Proceedings of the Fifth 
International Conference on Aluminum-Lithium Alloys, 1989, pp. 1397–1411. 
 
[14] Pearson’s Handbook of Crystallographic Data for Intermetallic Phases Vol. 2. American Society 
for Metals, 1985. 
 
[15] K. Satya Prasad, A. Gokhale, A. Mukhopadhyay, D. Banerjee, and D. Goel, “τn the formation of 
faceted Al3Zr ( ′) precipitates in Al–Li–Cu–Mg–Zr alloys,” Acta Mater., vol. 47, no. 8, pp. 2581–
2592, Jun. 1999. 
 
[16] G. Kulkarni, “Physical metallurgy of aluminum-lithium alloys,” Bull. Mater. …, vol. 12, no. 3.4, 
pp. 325–340, 1989. 
 104 
 
[17] S. C. Wang and M. J. Starink, “Precipitates and intermetallic phases in precipitation hardening Al–
Cu–Mg–(Li) based alloys,” Int. Mater. Rev., vol. 50, no. 4, pp. 193–215, Aug. 2005. 
 
[18] Y. Ma, X. Zhou, G. E. Thompson, T. Hashimoto, P. Thomson, and M. Fowles, “Distribution of 
intermetallics in an AA 2099-T8 aluminium alloy extrusion,” Mater. Chem. Phys., vol. 126, no. 1–
2, pp. 46–53, Mar. 2011. 
 
[19] F. C. Campbell, “Aluminum,” in Elements of Metallurgy and Engineering Alloys, 1st ed., 
Materials Park, USA: ASM, 2008, pp. 487–506. 
 
[20] T. Takeyama and S. Koda, “Preferred Precipitation on Dislocation Lines in an Aluminum Alloy,” 
Nature, vol. 179, no. 4563, pp. 777– 78, 1957. 
 
[21] K. S. Kumar, S. A. Brown, and J. R. Pickens, “Microstructural Evolution During Aging of an Al-
Cu-Li -Ag-Mg-Zr Alloy ,” vol. 44, no. 5, pp. 1899–1915, 1996. 
 
[22] J. W. Martin, “Aluminum-Lithium Alloys,” Annu. Rev. Mater. Sci., vol. 18, no. 1, pp. 101– 19, 
Aug. 1988. 
 
[23] J. C. Huang and A. J. Ardell, “Crystal structure and stability of T 1, precipitates in aged Al–Li–Cu 
alloys,” Mater. Sci. Technol., vol. 3, no. March, pp. 176–188, 1987. 
 
[24] S. Van Smaalen and A. Meetsma, “Refinement of the crystal structure of hexagonal A  2CuLi,” J. 
Solid State Chemistry, vol. 8, pp. 293–298, 1990. 
 
[25] P. Donnadieu, Y. Shao, F. De Geuser, G. A. Botton, S. Lazar, and M. Cheynet, “Atomic structure 
of T1 precipitates in Al – Li – Cu alloys revisited with HAADF-STEM imaging and small-angle 
X-ray scattering,” Acta Mater., vol. 59, no. 2, pp. 462–472, 2011. 
 
[26] J. H. Auld, “Structure of metastable precipitate in some Al–Cu–Mg–Ag alloys,” Mater. Sci. 
Technol., vol. 2, no. August, pp. 784–787, 1986. 
 
[27] K. M. Knowles and W. M. Stobbs, “The Structure of {111} Age-Hardening Precipitates in Al-Cu
Mg-Ag Alloys,” Acta Crystallogr., vol. 44, pp. 207–227, 1988. 
 
[28] A. Garg and J. M. Howe, “Convergent-beam electron diffraction analysis of the Ω phase in an Al-
4.0 Cu-0.5 Mg-0.5 Ag alloy,” Acta Metall. Mater., vol. 39, no. 8, pp. 1939–1946, 1991. 
 
[29] K. Hono, M. Murayama, and L. Reich, “Clustering and Segregation of Mg and Ag Atoms during 
the Precipitation Process in Al(-Li)-Cu-Mg-Ag Alloys,” Proc. Japan Inst. Met., vol. 12, pp. 97–
104, 1999. 
 
[30] T. Honma, S. Yanagita, K. Hono, Y. σagai, and M. Hasegawa, “Coincidence Doppler broadening 
and 3DAP study of the pre-precipitation stage of an Al–Li–Cu–Mg–Ag alloy,” Acta Mater., vol. 
52, no. 7, pp. 1997–2003, Apr. 2004. 
 
[31] R. A. Herring, F. W. Gayle, and J. R. Pickens, “High-resolution electron microscopy study of a 
high-copper variant of weldalite 049 and a high-strength AI-Cu-Ag-Mg-Zr alloy,” J. Mater. Sci., 
vol. 28, no. 1, pp. 69–73, 1993. 
 
 105 
[32] G. Itoh, Q. Cui, and M. Kanno, “Effects of a small addition of magnesium and silver on the 
precipitation of T1 phase in an Al-4%Cu-1.1%Li-0.β%Zr alloy,” Mater. Sci. Eng. A, vol. 211, no. 
October 1993, pp. 128–137, 1996. 
 
[33]  A. K. Khan and J. S. Robinson, “Effect of silver on precipitation response of Al–Li–Cu–Mg 
alloys,” Mater. Sci. Technol., vol. 24, no. 11, pp. 1369–1377, Nov. 2008. 
 
[34] D. Tsivoulas, “Effects of Combined Zr and Mn Additions on the Microstructure and Properties of 
AAβ198 Sheet,” β010. 
 
[35] M. Murayama and K. Hono, “Role of Ag and Mg on precipitation of T1 phase in an Al-Cu-Li -Mg-
Ag alloy,” Scr. Mater., vol. 44, no. 4, pp. 701–706, Mar. 2001. 
 
[36] G. Dieter, Mechanical Metallurgy, 3rd ed. McGraw-Hill, Inc., 1986. 
 
[37] S. P. Ringer, B. C. Muddle, and I. J. Polmear, “Effects of Cold Work on Precipitation in Al-Cu-
Mg- ( Ag ) and AI-Cu-Li - ( Mg-Ag ) Alloys,” Metall. Mater. Trans. A, vol. 26, no. July, pp. 1659–
1671, 1995. 
 
[38] C. Giummarra, B. Thomas, and R. Rioja, “σew Aluminum Lithium alloys for aerospace 
applications,” Proc. Light Met., 2007. 
 
[39] W. Cassada, G. Shiflet, E. Starke, W. Cassada, G. Shiflet, E. Starke, J. The, E. Of, and P. 
Deformation, “The Effect of Plastic Deformation on T1 Precipitation,” J. Phys., vol. 48, no. C3, 
pp. 397–406, 1987. 
 
[40] ASM Handbook Volume 02: Properties and Selection: Nonferrous Alloys and Special-Purpose 
Materials. ASM International, 1990. 
 
[41] W.J. Liang, Q.-L. Pan, Y.-B. He, Z.-M. Zhu, and Y.-F. Liu, “Effect of predeformation on 
microstructure and mechanical properties of Al–Cu–Li–Zr alloy containing Sc,” Mater. Sci. 
Technol., vol. 23, no. 4, pp. 395–399, Apr. 2007. 
 
[42] D. A. Jones, “Pitting and Crevice Corrosion,” in Principles and Prevention of Corrosion, 2nd ed., 
1996, pp. 199–234. 
 
[43] “Standard Guide for Examination and Evaluation of Pitting Corrosion,” ASTM Standard G46-94. 
2013. 
 
[44] J. Warner-Locke, J. Moran, and B. Hull, “The Effect of Corrosion Morphology on SCC and 
Fatigue Life of 3rd Generation Al-Li Alloys,” β014. 
 
[45] J. Li, L. Xu, C. Cai, Y. Chen, X. Zhang, and Z. Zheng, “Mechanical Property and Intergranular 
Corrosion Sensitivity of Zn-Free and Zn-Microalloyed Al-2.7Cu-1.7Li-0.γMg Alloys,” Metall. 
Mater. Trans. A, vol. 45, pp. 5736–5748, 2014. 
 
[46] J. P. Moran, F. S. Bovard, J. D. Chrzan, and P. Vandenburgh, “Corrosion Performance of σew 
Generation Aluminum-Lithium Alloys for Aerospace Applications,” in ICAA13: 13th Internation 




[47] Y. Xu, X. Wang, Z. Yan, and J. Li, “Corrosion Properties of Light-weight and High-strength 2195 
Al -Li Alloy,” Chinese J. Aeronaut., vol. 24, no. 5, pp. 681–686, Oct. 2011. 
 
[48]  A. Conde and J. de Damborenea, “Evaluation of exfoliation susceptibility by means of the 
electrochemical impedance spectroscopy,” Corros. Sci., vol. 42, no. 8, pp. 1363–1377, Aug. 2000. 
 
[49] J. F. Li, Z. Q. Zheng, S. C. Li, W. D. Ren, and W. J. Chen, “Exfoliation corrosion and 
electrochemical impedance spectroscopy of an Al-Li alloy in EXCτ solution,” Mater. Corros., 
vol. 58, no. 4, pp. 273–279, Apr. 2007. 
 
[50] S. Lee and B. Lifka, “Modification of the EXCτ test method for exfoliation corrosion 
susceptibility in 7 XXX, 2 XXX, and aluminum-lithium alloys,” in New methods for corrosion 
testing of aluminum alloys(A 93-31501 11-26), American Society for Testing and Materials, 1992, 
pp. 1–18. 
 
[51] R. Braun, “Exfoliation Corrosion Testing of Aluminum Alloys,” Corros. Eng. Sci. Technol., vol. 
1, no. 3, pp. 203–208, 1995. 
 
[52] A. Gray, “Factors Influencing the Environmental Behavior of Aluminum-Lithium Alloys,” J. 
Phys., vol. C3, no. 12, pp. 891–904, 1987. 
 
[53] E. L. Colvin and S. J. Murtha, “Exfoliation Corrosion Testing of Al-Li Alloys 2090 and β091,” 
Mater. Compon. Eng. Publ. Ltd, pp. 1251–1260, 1989. 
 
[54] A. J. Schwartz, M. Kumar, B. L. Adams, and D. P. Field, E ectron Backscatter Diffraction in 
Materials Science, 2nd ed. Plenum Publishers, 2000. 
 
[55] S. I. Wright, M. M. Nowell, and D. P. Field, “A review of strain analysis using electron 
backscatter diffraction.,” Microsc. Microanal., vol. 17, pp. 316–329, 2011. 
 
[56] E. Rastogi, Pramod, Hack, Optical Methods for Solid Mechanics: A Full-Field Approach. 2012. 
 
[57] J. Hagara, Martin, Hunady, Robert, Lengvarsky, Pavol, Bocko, “σumerical Verification of a Full-
field Deformation Analysis of a Specimen Loaded by Combined Loading,” Am. J. Mech. Eng., 
vol. 2, no. 7, pp. 307–311, 2014. 
 
[58] B. Pan, K. Qian, H. Xie, and A. Asundi, “Two-dimensional digital image correlation for in-plane 
displacement and strain measurement: a review,” Meas. Sci. Technol., vol. 20, p. 062001, 2009. 
 
[59] S.H. Tung, M.-H. Shih, and J.-C. Kuo, “Application of digital image correlation for anisotropic 
plastic deformation during tension testing,” Opt. Lasers Eng., vol. 48, no. 5, pp. 636– 41, May 
2010. 
 
[60] P. Campestrini, E. P. M. van Westing, H. W. van Rooijen, and J. H. W. de Wit, “Relation between 
microstructural aspects of AA2024 and its corrosion behaviour investigated using AFM scanning 
potential technique,” Corros. Sci., vol. 42, no. 11, pp. 1853–1861, Nov. 2000. 
 
[61] P. Schmutz, “Characterization of AAβ0β4-Tγ by Scanning Kelvin Probe Force Microscopy,” J. 




[62] P. Schmutz, “Corrosion Study of AAβ0β4-T3 by Scanning Kelvin Probe Force Microscopy and In 
Situ Atomic Force Microscopy Scratching,” J. Electrochem. Soc., vol. 145, no. 7, p. 2295, 1998. 
 
[63] “MultiModeTM Scanning Probe Microscope Instruction Manual.” Digital Instruments, Inc., pp. 
14.1–14.34, 1997. 
 
[64] M. Rohwerder and F. Turcu, “High-resolution Kelvin probe microscopy in corrosion science: 
Scanning Kelvin probe force microscopy (SKPFM) versus classical scanning Kelvin probe 
(SKP),” Electrochim. Acta, vol. 53, no. 2, pp. 290–299, 2007. 
 
[65] N. Harjee,  A. G. F. Garcia, M. König, J. C. Doll, D. Goldhaber-Go don, and B. L. Pruitt, “Coaxial 
tip piezoresistive scanning probes for high-resolution electrical imaging,” Proc. IEEE Int. Conf. 
Micro Electro Mech. Syst., pp. 344–347, 2010. 
 
[66] S. Yee, “Application of a Kelvin Microprobe to the Corrosion of Metals in Humid Atmospheres,” 
J. Electrochem. Soc., vol. 138, no. 1, p. 55, 1991. 
 
[67] K. A. Unocic, M. J. Mills, and G. S. Daehn, “Effect of gallium focused ion beam milling on 
preparation of aluminum thin foils,” J. Microsc., vol. 240, no. June 2009, pp. 227– 38, 2010. 
 
[68] R. G. Buchheit, D. Mathur, and P. I. Gouma, “Grain Boundary Corrosion and Stress Corrosion 
Cracking Studies of Al-Li -Cu Alloy AF/C458,” no. Ohio State University, pp. 2–10. 
 
[69] C. Kumai, J. Kusinski, G. Thomas, and T. Devine, “Influence of Aging at β00 C on the Corrosion 
Resistance of Al-Li and Al-Li -Cu Alloys,” Corrosion, vol. 45, no. 4, pp. 294–302, 1989. 
 
 108 
CHAPTER 9: APPENDIX A: IMAGES FROM ALL TECHNIQUES 
(a) (b) .                        
…..…… (c)   
(e)   
Figure 9.1 Alloy 2099, 0% strain. (a) IPF + IQ map, (b) Secondary SEM image, (c) BSE image, (d) 
Surface potential map, (e) AFM topography prior to corrosion, and (f) AFM topography 




(a) (b)                   
(c) (d)
(e)  (f)
(g) (h)  
Figure 9.2 Alloy 2099, 1% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 1% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 







(g) (h)  
Figure 9.3 Alloy 2099, 2% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 2% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 





(a) (b)                     
(c) (d)                              
(e)   (f)                   
(g) (h) 
Figure 9.4 Alloy 2099, 3% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 3% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 




(a) (b)  
(c) (d)  
(e)   (f)  
(g)   (h) 
Figure 9.5 Alloy 2099, 6% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 6% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 






(e)   (f) 
(g)   (h) 
Figure 9.6 Alloy 2099, 9% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 9% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 







(e)  )  
Figure 9.7 Alloy 2196, 0% strain. (a) IPF + IQ map, (b) Secondary SEM image, (c) BSE image, (d) 
Surface potential map, (e) AFM topography prior to corrosion, and (f) AFM topography 







(e)   (f) 
(g)   (h) 
Figure 9.8 Alloy 2196, 1% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 1% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 






(e)   (f) 
(g)  (h) 
Figure 9.9 Alloy 2196, 2% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 2% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 






(e)  (f) 
(g) (h) 
Figure 9.10 Alloy 2196, 3% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 3% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 






(e)  (f) 
(g) (h)  
Figure 9.11 Alloy 2196, 6% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 6% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 






(e)  (f) 
(g) (h) 
Figure 9.12 Alloy 2196, 9% strain. (a) IPF + IQ map prior to straining, (b) Schmid factor map prior to 
straining, (c) axial strain map at 9% strain, (d) IPF + IQ map after straining and artificial 
aging, (e) BSE image, (f) Surface potential map, (g) AFM topography prior to corrosion, 
and (h) AFM topography after corroding in artificial seawater for 1.5 h. 
(f) 
(h) 
